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If you are to continue meeting successfully the challenge 
of rising commodity prices, higher wages and shorter hours, 
you cannot overlook any opportunity to improve your profit 
margin or increase your sales volume. 


I> 9 


Replacement programs can no longer be deferred. Pro- 
duction efficiency must be increased ... product quality 
improved ... new products developed, and new markets 
determined. These vital needs demand CONSTRUCTIVE 
ACTION, and point to the inevitable necessity of supersed- 
ing present equipment with modern machines and methods. 
Saving production costs ... increasing production . .. im- 
proving product quality ... providing the widest versati- 
lity for the drawing of NEW products, — the scope of 
Vaughn wire-drawing equipment and experience includes 
EVERY REQUIREMENT of the industry, irrespective of 
the metal to be drafted or the finished size of the product. 
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The Vaughn Machinery Company 


CUYAHOGA FALLS OHIO 


COMPLETE DRAWING EQUIPMENT 


(Continuous or Single Hole) 


ARTE 


For the Largest Bars ... for the Smallest Wire 


Ferrous, non-ferrous materials or their alloys. 
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How close to 2000 Ibs. is your Yield Per Ton? Need- 
less to say, the closer the yield is to 2000 lbs. of salable 
wire the greater will be your profits. 

Consider Carboloy cemented carbide dies from 
this standpoint alone:— You can get more salable 
wire per any given ton of rod, from cemented carbide 
dies than from dies of any other material. Closer 
tolerances, less scrap, and more production per man 
hour—three recognized advantages of cemented car- 
bide dies—make this possible. 

Disregarding all other advantages of Carboloy 
die use, this one factor alone—greater Yield Per Ton 
—not only pays for the cost of Carboloy dies but also 
adds to your profit margin in many cases. 

On your next purchase of dies consider the greater 
potential Yield Per Ton which Carboloy dies can 
give you. Greater Yield Per Ton means greater profits. 


CARBOLOY COMPANY, INC. 


CHICAGO: 565 W. Washington St. NEWARK: 144 Orange St. 
CLEVELAND: 4503 Hough Ave. PHILADELPHIA: 4801 N. Broad St, 
DETROIT: 2481 E. Grard Blvd. PITTSBURGH: 704 Second Ave. 
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The Mark of CARBOLOY 
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DRAWING AND EXTRUSION DIES - - - ALL TYPES OF GEMENTED GARBIDES 
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FIGURES 


WHICH MAY INTEREST YOU 


These figures, representing regular production 
over a period of months, have been obtained from 

different plants in this country and they cover the acid 
consumption, per ton of material pickled, found in those 






plants: ACID USED 


Cold drawn alloy and straight carbon bars, all shapes, %%”  °Be. Pounds 
ee ee en ee ee 
Rod, wire, bolt and nut mill; material equally divided as to 
grades and sizes, some annealed stock . . . . . . . $60 28-30 
Rod and wire mill, large tonnage; pickling basic, bessemer, 
rephosphorized, 65-75 corbsa patent anneal rod . . . . 60 39-40 
Rod and wire mill, fair tonnage; 60% of which is 65-75 carbon 
patent anneal, balance hot rolled, low carbon No.5 rod . 66 28-30 












Representing average mills, average plant and equipment 

conditions, simple pickling room control and the use of a 

good inhibitor, we believe these figures prove the economy 

of efficient, economical pickling ... Would your plant be in 

this list? If not, Grasselli 8 Liquid Inhibitor and Grasselli 
Service can be of benefit to you. 


GRASSELLI SERVICE 


Not a name but a complete all-around laboratory and plant pickling 
service ... maintained for the purpose of servicing our products 
and your problems. We ask you to make use of it. 


THE GRASSELLI CHEMICAL COMPANY, Incorporated, CLEVELAND, OHIO 
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Dunsecomb Associates 


BOX 320, C/O WIRE AND WIRE PRODUCTS 
We Offer—Subject to Prior Sale—The Following Used Wire Mill Machinery 


No. 405 
Wilbur Emery Barb 
Fence Machines. 


No. 231 
Fifteen Frame for Wet 
Drawing 
10 Blocks 12” Dia. 
Block Speed 35 R. P. M. 
McMahon Pinions 








No. 237 
Electric Resistance Pointers, 
Capacity .148 





No. 403 
Waterbury straight roll fine 
wire machines, motor and belt 

drive. 


No. 406 
Die Reaming Lathe, 
Semi-automatic. 


WE HAVE 
No. 270 


Tinning Equipment 
For Fine Wire. 











No. 290 


SIXTEEN WIRE 
GALVANIZING 
OUTFIT WITH 12-22” and 
4-18” blocks, horizontal spindle 
type, preferably complete, but 
would consider take-up alone. 





No. 292 


Wanted 
Automatic Four Slide Forming 
Machines 





No. 339 


Straightening & Cutting 
Machines, 


Y,” Capacity, 20 ft. Lengths. 





If You Have Used or Surplus Machinery For Sale, Write for Details of our Plan. 


APPRAISALS + + + 


Dunsecomb Associates 


BOX 320, C/O WIRE AND WIRE PRODUCTS 
REGISTRY OF USED WIRE MILL MACHINERY 








Registry of 
Used Wire Machinery 


Conducted by 


No. 280 
One Nilson Wire Straightening 
and Cutting Machine, with hori- 
zontal and vertical rolls, 3/16” 
capacity. 


No. 282 
Waterbury No. 1 Straight 
Roll Machines, 

With Spooling Attachment. 








No. 285 
3 Shuster 4%”, and 12” capacity 
by 10’ automatic wire straight- 
ening and cutting machines. 


No. 302 
9 Die Richards 
Continuous Machine 
For Copper Rod 








Waterbury stand spooler for 
fine wire. 





BUYERS FOR THE FOLLOWING 


No. 301 
No. 19 Wire Tubular Stranding 
Machine for 200 to 400 lb. bob- 
ins, also Spooler for same. 


No. 315 
Wanted 


Dumore Tool Postgrinders 
Complete with Attachments. 








No. 316 
Wanted 
1 Electric Laboratory Oven 
Baking Space 12” x 12” x 18” 
Complete with Automatic 
Temperature Control and 
Indicating Pyrometer 





No. 360 


Wanted 
No. 1 Tor and No. 1 Universal 
and No. 3 Universal Sleeper & 
Hartley Coilers. 





No Charge For Listing. 


STEEL AND NON-FERROUS 


FOR DETAILS WRITE 


17 EAST 42nd ST., NEW YORK, N. Y. 





No. 321 
Electric Platform Truck 
Capacity 6000 Ibs. 
Platform 41” x 82” x 2214” 


High 
24 Cells Edison A-6 Batteries 
No. 342 
Nilson Power Press B 2 
Nos. 375-376 
S. & H. Universal 
Coilers No. 0 and No. 2 


No. 400 
Twenty head enameling machine 
complete, capacity down to .001. 


No. 401 
Eight head spooler, capacity 
200 Ib. spools, motor driven. 


No. 402 
Hayes electric furnaces, auto- 
matic control, with 32 head 
spooler, for fine wire. 




















No. 314 
Hexagon Netting Machines, 
Small Sizes. 





No. 326 


Wire Bench with 14” Blocks, 
1000 Ibs. Die Pull. 





No. 381 
Die Reaming Lathe. 





No. 382 


Rivet Machines Ne. 0 or 
No. 1 Waterbury or Manville. 





No. 383 
Waterbury Cone Machines. 








No. 384 
Florist Wire Machines. 





+e 


17 EAST 42nd ST., NEW YORK, N. Y. 


++ INSPECTIONS 
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WIRE 
AND WIRE PRODUCTS 


BUYERS GUIDE and YEAR BOOK 
Te of THE WIRE ASSOCIATION 


Directory, Index \ FILL IN YOUR 


_ & Buyers Guide | 


Se LISTINGS 


BELOW 
(Specify Kinds of Wire, Wire Products, or 
Wire Mill Equipment) 
+ + + 
FOR FREE LISTING 


There is no charge for having your name listed in the 
Buyers Guide and Year Book of the Wire Associa- 
tion. Simply fill out the following and mail to 


Wire & Wire Products, 17 East 42nd Street, N. Y. City 


TELEPHONE: MURRAY HILL 2-4188 
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(Use the form below to reserve an advertisement) 
Special Offer WIRE & WIRE PRODUCTS BUYERS GUIDE, 
17 East 42nd Street, New York City. [2 1: Spe eis ee AE ec at 
For a maximum charge Please reserve the following space for our advertisement in the 1934 Buyers Guide 
and Year Book of the Wire Association, Copy to be in our hands not later than Jan. 
of $25.00 you may have 30, 1934. 
five one-inch advertise- One Page ($0000)  -......2...05..--.:2000 One Tick: ($5.00) 0.2... ie 
ments and as many bold Half Page ($60.00) -...........-.-.--- Additional inches ..............-:0-+----+ 
face listings as you can Quarter Page ($35.00) .................... Bt SRO0 eaGhe <. 65 5-.ccseccectteccees 
use under the standard RES LE EEA LEER I IE TNE 
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WE DO OUR PART 


HOW EFFICIENT? 


HERE are thousands of Wire Drawing Ma- 
chines, both single hole and continuous, in this 
country. Many of them are able to run. 


But what is over-looked in that at least half of 
them are neither efficient nor economical. So 
antiquated that they are no longer assets but lia- 
bilities. 


We have just reprinted, with many revisions 
and additions, our Bulletin No. 108 dealing with 
the Modern Wire Mill Equipment of our design and 
construction. 


We give therein production figures based on 
actual mill conditions. If your machines are not 
showing equal or better figures, it would be profit- 
able to invest a few cents in postage, and find just 
how good a Modern Wire machine may be. 


We will be pleased to send this Bulletin or an- 
swer mill problems as they relate to equipment. 








SLEEPER @ HARTLEY, INC. 


WORCESTER, MASS., U. S. A. 
DESIGNERS AND BUILDERS OF HIGH PRODUCTION WIRE MILL EQUIPMENT. 
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A description of the production methods used at the . 
Monaca, Pa., plant of the Pittsburgh Tube Co. in the and Diamond 
manufacture of seam welded steel pipe from hot skelp, ’ 
using gas fired furnaces. Dies 
Basic Open-Hearth Carbon Steel for Cold Heading “Ingot to Wire“ 
By A. B. Arganbright 10 Pie oe 
In the manufacture of ingots the quality of the steel 
used is of prime importance and the better this material, Agents for 
the more care is needed in the making. Certain standard 
specifications have been adopted by the manufacturers 
covering three types of wire for cold heading and these Vascoloy-Ramet 
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DRAWN THROUGH A FIRTHALOY DIE 
FIRTHALOY 


GEMENTED —S 
GARBIDE ! 


for ii ff f —~ 


WIRE DRAWING DIES 
TUBE DRAWING DIES 
EXTRUDING DIES 


EYELET AND 
FERRULE DIES 


SIZING DIES 
BURNISHING DIES 


COATING DIES 

CUSTOMER’S REPORT OF DECEMBER 9th, 1933 
SWEDGING DIES “Total number of feet drawn to date—1,250,000. Material 
STRANDING DIES drawn—.15 Carbon Steel Tubing, 1” wall, second pass, 
30% reduction. 











edema The Firthaloy die has never been reground and is still on 

GUIDES, ETC. original size. 

SHAPED DIES Dies previously used produced from 15,000 to 20,000 feet ‘ 

(Hex. Oct. Rect. Sq.) of tubing.” 
PECIAL SHAPED , ; : ; 

» DIES For high production, for quality production, for sure pro- 


(on -aatiieation) duction—use FIRTHALOY CEMENTED CARBIDE DIES. 


SPRING WIRE The trade mark 
APPLICATIONS 


WIRE CURLING DIES 
(Coiling Points or Bumpers) 


WIRE GUIDES 


ARBORS OR MANDRELS, 
ETC. 


Consult our Engineering assures you that the die is 
Department they will gladly FIRTHALOY QUALITY 


gente you prices for Firthaloy American made from American materials. 
Dies and Tools designed to 


eee FIRTH-STERLING 


application. 
‘ STEEL GOMPANY 
“Y General Offices and Works: MCKEESPORT, PA. 
and Branch Offices and Warehouses: 


| | NEW YORK HARTFORD DETROIT PHILADELPHIA 
ae aeons Soars CHICAGO CLEVELAND LOS ANGELES 
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Pipe From Hot Skelp 





HE original, possibly still the 
best method of making pipe, 

is to heat long strips of steel 
(skelp) and pull them through a 
bell mouthed die, the smallest end 
of which is of the same size as the 
pipe to be made. The hot skelp is 
curled and forced into a circle as 
it is pulled through and the edges 
are forced together in a butt weld. 


++ + 
IPE running from 14 to 3 in. 
in diameter is made by this 
method, the various steps being as 
follows: 


(1) Point and 
form ends of 
skelp cold 


(2) Heat skelp in 
gas fired fur- 
nace 

(3) Pull hot 
skelp through 
bell shaped die 
in draw bench 
thus forming 
pipe 

(4) Round and 
size the pipe 
in rolls and on 
same heat 

(5) Cool in rack 

(6) Straighten in 
askew rolls 


in this picture. 


By J. B. Nealey 


American Gas Association, New York, N. Y. 


A description of the production 
methods used at the Monaca, 
Pa. plant of the Pittsburgh 
Tube Co. in the manufacture of 
seam welded steel pipe from 
hot skelp, using gas fired 
furnaces. 





(7) Hot saw into proper lengths 
(8) Inspect and test under 700- 

1200 lbs. water pressure 

+ + + 

HIS way of making seam weld- 
ed steel pipe is employed by 
the Pittsburgh Tube Company at 
its Monaca, Pa., plant. There are 
two long main buildings, the first 





— 





joining the second in a sort of Y 
so that the machines, furnaces, 
etc. are laid out for progressive 
straight line production with no 
backhandling of work. The mate- 
rial is handled through the vari- 
ous steps by giant overhead cranes 
with hoists running the entire 
length of both buildings. Railroad 
spurs serve the skelp yard and 
both buildings. The skelp yard 
sets in the angle between the two 
buildings. 
+ + + 


Furnaces for Pipe Making Units 


HERE are 
two pipe 
making units 


with furnaces 
and the furnace 
of the first unit is 
of the regenera- 
tive type and 28 
ft. square. It has 
a thorizontal slot 
in both sides and 
the skelp is 
charged and dis- 
charged through 
these slcts. On 
one side is a mo- 
tor driven charg- 


Fig. 1. Charging skelp into regeneration type gas furnace. Hot skelp is withdrawn from opposite side @€r operating back 
of furnace and pulled into pipe through a die. The draw bench is very similar to the charger shown and 
- + + + 
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forth on a track. First the skelp 
is dropped by crane onto a shear 
table where the ends are shaped 
like a V and then curved. The 
charger is 25 ft. long and is oper- 
ated by two men. One puts the 30 
ft. skelp, piece by piece, onto ro- 
tating magnetic rolls which shoot 
them into the furnace. The other 
man operates the charger back and 
forth so that the ‘skelp is evenly 
distributed over the furnace 
hearth. 
+ + + 


Gas Heating Equipment 


EAT: is supplied by means of 

32 gas burners, 16 in each 
side, and as air for combustion is 
drawn through thot checkers, the 
burners on each side fire at alter- 
nate intervals. Gas is carried along 
each side of the furnace by a 5 in. 
manifold and is fed to the burners 
by 14 in. pipes. Temperature con- 
trol is aided by the use of record- 
ing pyrometers. The second fur- 
nace is exactly like the one describ- 
ed except that it is smaller (15 x 
25 ft.) and fired by only 24 burn- 
ers. 


Draw Bench 


N the opposite side of the fur- 

nace from the charger is a 35 
ft. draw bench operating back and 
forth on a track. One operator posi- 
tions the bench while the other 
picks up the skelp with tongs and 
hooks the end in the draw bench 
where it is drawn through a bell 
shaped die. 


+++ 


Normalizing Furnace 


FTER sizing in the rolls and 
cooling on the rack some of 

this pipe is taken out of the regu- 
lar line of production by transfer 
rolls and is normalized. This nor- 
malizing furnace is continuous in 
operation, of the walking beam 


type, and is fired with gas fuel. It” 


is 15 x 25 ft. and equipped with 20 
burners. Of these burners, 12 are 
located on one side close to the roof 
so that they overfire the work 
while the remainder are located 
low down in the opposite side and 
underfire the work. 


Se > 
> . “ 
r - 
gd ~~ 
Saw Rack » 
, 
; 
/nspec ; : 
a eM xf . i : 
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Loadvel - ‘ 
¢ 7 
Laboratory 2, 
- " ~ 
PLAN 
MONACA: PLANT ; 
PITTSBURGH 1 UBE CO. : 
Fig. 2. Plain of Monaca plant—Pittsburgh Tube Co. + . + ‘ ‘i 


HE ‘burners are of the inspira- 
tor type, high pressure gas 
being used to inspirate air for com- 
bustion. The furnace temperature 
is regulated by two automatic po- 
tentiometer type recording con- 
trollers connected to three-position, 
motor operated valves, cut into 
the gas manifold supplying the 

burners on each side. 

+ + + 
HE pipes are carried through 
the furnaces at the proper 
speed by 7 mechanically operated 
walking beams which operate 
through slots in the hearth. The 
normalized work drops out, on the 
discharge side, onto skids and is 
carried through straightening rolls 
back into the main production line. 

++ + 

Galvanizing 

N the second building also are 
the cold drawing division, in- 
spection, testing, galvanizing, 
threading, painting, etc., etc., the 
pipe being transferred to various 
divisions by crane. The galvaniz- 
ing division contains four pickle 
vats, one galvanizing tank and a 
water vat for cooling. A bundle of 





work is placed by crane on a rack 
and an operator handles the pipes 
in and out of the molten zinc, one 
at a time, with hand tongs. 
+ + + 
O remove the pipe from the 
bath he simply pushes the end 
through a blow ring and touches 
it to a pair of magnetic rolls. These 
rolls draw it clear out of the bath 
over a line of rollers and all excess 
zine is blown off as it passes pro- 
gressively through the ring. This 
ring is made from special castings 
perforated on the inside and pres- 
sure air is blown through the per- 
forations. Another operator pulls 
it clear of the rolls, blows steam 
through to clean the inside and 
then rolls it down inclined skids 
into the water tank for cooling. 
From here it is picked out by crane 
and passed through straightening 
rolls. 
+++ 
HE galvanizing tank which 
sets in a brick furnace is 24 
ft. long, 4 ft. deep and 42 in. wide. 
It is fired by 38 gas burners (19 
on each side) of the high pressure 
inspirator type. They fire through 
tunnels directly onto beds of re- 
fractory material so as to produce 
incandescence. These beds are en- 
closed in small chambers open at 
the top and spaced 4!% in. from 
the pot wall. The heat rises and 
enters the open space next to the 
pot wall and is drawn down into a 
flue below which connects with a 
stack. In this manner, almost the 
entire surface of both pot walls is 
subjected to a very high heat with- 
out flame impingements. 
+ + + 
HE radiation from the refrac- 
tory beds is to promote com- 
plete combustion in the smallest 
space and shortest time. While 
the furnace walls facing the ket- 
tle or pot radiate considerable heat 
to the kettle walls, most of the 
heat input to this tank is by con- 
































nace and kettle walls was designed 
to provide the greatest velocity for 
the products of combustion passing 
through. This method provides 
material savings in fuel, labor and 
dross accumulation increases pro- 
duction and tank life and improves 
the quality of the product. 


+ + + 


ARDENING and sizing are 

accomplished by cold working, 
some of the pipe being redrawn 
cold. Any mechanical imperfec- 
tions are detected by drawing the 
pipe slowly through a magnetic 
tester which automatically plots a 





Fig. 3. 
temperature controllers and recorders. 


curve on a chart. Fluctuations in 
this curve denote imperfections 
and the material is rejected. 
+--+ 
TEAM used in this plant is 
made in a gas fired tubular 
boiler which is automatic and con- 
tinuous in operation. This elim- 
inates all necessity for an engin- 
eer or attendant. 
++ + 
N addition to the engineering de- 
partment, this concern also has 
two laboratories, chemical and 
physical, where all incoming mate- 
rial as well as outgoing work is 
carefully checked. 


ae! 


Charging end of walking beam type of gas-fired normalizing furnace, showing gas burners and 
+ + + 










































vection. This is due to the fact 
that the distance between the fur- Fig. 4. Gas fired galvanizing furnace of recent design as shown in detail drawing. + + 
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“Ingot to Wire” 
Basic Open-Hearth Carbon Steel for Cold Heading 


By A. B. Arganbright 


Superintendent of Inspection and Tests, Wheeling Steel Corp., Portsmouth Works, Portsmouth, O. 





HIS paper deals with carbon 

steel made by the basic open- 
hearth process for use in cold 
heading ‘products, ranging from 
0.08 to 0.40 per cent carbon and 
0.25 to 0.80 per cent manganese. 
The subject covers a broad field 
and far greater than can possibly 
be covered in this paper; neverthe- 
less, before entering into the dis- 
cussion of ingot making a word 
should be given on the subject of 
the quality of the steel. 


++ + 


HE better the grade of steel to 

be produced, the greater be- 
comes the need of more care and 
attention in its making. High 
grade steels have made the mod- 
ern automobiles possible and the 
fact must not be overlooked that 
the many bolts and cold-headed 
parts which go to make up the 
automobile play just as an import- 
ant role as any other piece of steel 
in its assembly. In the making of 
open-hearth carbon steel for cold- 
headed products, the raw materials 
are of prime importance both in 
the blast furnace and the open- 
hearth. The hot metal or cold pig 
charged in the open-hearth must 
be within a specified analysis and 
accompanied by carefully selected 
scrap. Inasmuch as cleanliness is 
a prime requisite of cold heading 
steels, the refining and pouring 
operation along with proper adap- 
tion of the molds to the grade of 
steel, are of great importance. 
Rimmed, “effervescent,” or killed 
steels are supplied depending upon 
carbon content or demand of the 
consumer. 





*A paper presented before the American Society 
for Steel Treating at Detroit, October, 1933. 


In the manufacture of ingots the quality 
of the steel used is of prime importance 
and the better this material, the more 
care is needed in the making. An accur- 
ate record is kept of the temperature of 
the ingots during rolling and they are 
subjected to numerous tests in order to 
judge their suitability for cold heading. 
They are again carefully examined and 
the result: noted before being prepared 
for wire drawing. 
“— o* 

Certain standard 
been adopted by the manufacturers cov- 
ering three types of wire for cold head- 
ing and these are accurately followed. 


specifications 


In the bundling room the wire is finally 
tested for grade as ordered, physical 
properties and surface imperfections. A 
complete history of the steel is then 
available, which includes definite infor- 
mation on the manufacture and rolling 
processes and all routine tests” 


+++ 





Blooming Mill 


N ingot evenly and thoroughly 

soaked is drawn from the 
soaking pits at approximately 2350 
degrees Fahr., varying possibly a 
few degrees, depending upon car- 
bon content, and enters the bloom- 
ing mill approximately at 150 de- 
grees lower than the drawing tem- 
perature due to loss of heat in 
travel. In the rolling, light drafts 
are beneficial, similar to forging 
which tends to eliminate rupture 
or cracking, which would later de- 
velop into seams. After the sec- 
ond draft, the ingot is turned and, 
thereafter, is turned every other 
draft until reduced to size for en- 
tering the continuous billet mill. 
The turning of the billet equalizes 
the work and reduces the collar 
marks, thereby minimizing the pos- 


have 





sibility of laps which would carry 
through to the finished billet. 
++ + 
N observer witnessing the roll- 
ing of ingots, records such in- 
formation as temperature, number 
of drafts, and condition of surface. 
This report is passed on to the in- 
spector at the billet mill and this 
report governs whether or not the 
ingot or melt is suitable for cold 
heading products. 
++ + 
EFORE entering the billet mill 
the bloom travels to a hydraulic 
shear and sufficient top and bottom 
discard taken to insure against 
piping and undue segregation. The 
amount of discard is governed 
mostly by grade of steel and type 
of mold used. 
+ + + 
Continuous Billet Mill 


HE bloom enters the continu- 
ous mill at approximately 
1850 degrees Fahr. and delivers at 
about the same temperature, in a 
134, to 1% -inch billet which is 
sheared on a flying shear to the 
desired length for charging into 
the rod mill furnace. 
++ + 
URING the rolling of the melt 
occasional crop ends are pick- 
led to determine if there are any 
indications of laps, seams, or guide 
scratches. The pickling tank is 
installed near the flying shears 
and this test enables the roller to 
have first hand information as to 
the quality of the product he is 
making. 
++ + 


Inspection and Testing of Billet on 
Hot Bed 


FTER the melt has been rolled, 
the inspector carefully checks 
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the observers’ record of each in- 
got. Should any or all ingots show 
surface imperfections such as laps, 
cracks or scabs, this particular 
ingot or melt is not used for cold 
heading. Of the selected ingots a 
further inspection is given, such 
as the examination of ends for 
piping, surface inspection for laps, 
seams or scratches. The inspection 
for laps, seams or scratches, is 
further augmented by an upset 
test. This test comprises six or 
eight pieces about four inches long, 
cut from ends of billets, which are 
reheated and forged to about two 
inches. This definitely determines 
if there are any seams or laps 
present. The selected billets of 
the melt are then ready for rod 
rolling. From this point on, melts 
are kept separate and are labeled 
with tin tags showing the grade 
and the melt number. 


++ + 
Continuous Rod Mill 


ILLETS are charged into a con- 
tinuous furnace and delivered 
to the continuous rod mill at ap- 
proximately 2100 degrees Fahr. 


and finished 100 to 200 degrees 
Fahr. above the upper critical point 
(Ac;). This finishing temperature 
together with slow cooling produces 
grain growth, and the separation 
of ferrite and tends to reduce roll- 
ing strains. Slow cooling may be 
attained by individually covered 
conveyors which travel at each 
interval as a coil of rods is deliver- 
ed from the mill. This structure 
resembles that of a normalized 
rod. The accompanying photo- 
micrographs show the structure of 
a hot-rolled billet, hot-rolled rod, 
and of cold-drawn wire. By com- 
parison it can be noted that the 
object is to endeavor to maintain 
the structure of the billet in the 
finished wire, except that a more 
rounded or equiaxed grain is pre- 
ferable. 


+++ 
Inspection and Testing of Rods 


BS lias first inspection of the rod 
is at the finishing mill. A test 
is cut from a bundle before enter- 
ing the covered conveyor and is in- 
spected for gage and surface. This 
test is then given a 720-degree 
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Photemicrographs of Basic Open-Hearth Carbon Steel. 
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Billet to Wire. + + + 


twist while hot, for determining 
seams or laps. Testing at this 
point again enable the roller to 
know the quality of the product 
he is making. The final inspection 
of the rod is after the bundle leaves 
the covered conveyor. Here it 
is inspected for surface and gage; 
also subjected to a nick and break 
test for piping, seams and laps. 
The rods are then delivered to the 
cleaning house for the preparation 
of wire drawing. 
++ + 
Cleaning House 


HE rods are given a still pick- 

ling in sulphuric acid, the per- 
centage of acid and temperature 
depending upon the amount of 
scale. As brought out in the rod 
rolling, the finishing temperatures 
are very high which produces a 
heavy oxide, particularly so on 
some grades of steel. Therefore, 
the main factor is to get the rods 
pickled clean and as quickly as pos- 
sible. After pickling they are 
water-rinsed to remove the acid, 
and sprayed with a high pressure 
hose to remove any particles of 
scale. They are then lime dipped 
which tends to neutralize any trace 
of acid and effect a coating which 
is necessary in wire drawing. The 
rods are then baked at 250 to 300 
degrees Fahr. for approximately 
eight hours, which thoroughly 
dries the lime and gives an ad- 
hesive coating. Baking also will 
remove any hydrogen absorbed in 
pickling. 


+ + + 


HE coatings are also obtained 

in the cleaning house and are 
usually bright, light or heavy sull 
coated, and light or heavy sull 
coated with heavy lime. Bright 
wire after pickling is rinsed in 
clean water and immediately dip- 
ped in cold lime, while light and 
heavy sull coatings are attained by 
varying the time factor between 
the rinse and lime tub. Heavy 
limed wire is obtained by dipping 
in a hot lime tub. 


+ + + 


Wire Drawing -- Dry 


HE majority of cold heading 
wire, cold drawn one hole from 
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the rod, is drafted approximately 
thirty-five one-thousandths. It is 
then drawn through tungsten car- 
bide dies to a single driven twen- 
ty-six block running approximately 
forty-five revolutions per minute. 
The tungsten carbide dies produce 
a very smooth wire accurate to 
gage, and while the initial cost is 
great, these dies are conducive to 


long life and low cost maintenance. 


The lubricant used is either grease 
or soap, depending upon finish de- 


sired by the consumer. In most 
instances grease-drawn wire is 
furnished. 


++ + 
Types of Wire For Cold Heading 


ANUFACTURERS’ Standard 
Specifications adopted by the 


Association of American Steel 
Manufacturers, Technical Com- 


mittee, 1933, gives three types of 
wire: 

(1) Annealed, or annealed, 
cleaned and lime coated—when 
maximum softness and ductility 
are required, and a bright sur- 
face is not essential. 

(2) Bright processed — when 
maximum softness and ductility 
with a bright smooth surface are 
required. Wire so processed is 
necessary for severe cold heading 
operations; where the diameter of 
the head is 214 times greater than 
the diameter of the wire—where 
the head is very thin—or where 
there are sharp corners to fill out 
under the head. 

(3) Bright—when only moder- 
ate cold heading or cold forming is 
done. 


+ + + 
M ANUFACTURERS’ Standard 
Specifications also mention 


that grades 30 and 35, “25 to 40 
carbon,” should be ordered drawn 
from normalized rods to insure the 
necessary uniformity and plastic- 
ity for cold heading. 

+ + + 


Final Tests and Inspection 


HE wire is delivered to the 
bundling room for final tests, 
inspection, and bundling in the or- 
der following: The wire is first 
checked for grade as_ ordered. 


Series of tests are then cut for the 
determination of chemical and phy- 
sical properties; the physical 
properties are based on one hole 
wire as being approximately 20,- 
000 pounds per square inch higher 
in ultimate strength than the rod 
from which the wire was drawn. 
+ + + 
IRE is given surface inspec- 
tion for finish, scratches or 
slivers, and micrometer reading for 
gage as ordered, with permissible 
variation of plus or minus two one- 
thousandths. 
+ + + 
ESTS are then cut from both 
the front and back end of each 
coil, of which one-half of each is 
given a nick and break test for 
piping. The other half of each 
piece is given a twist test of 360 
degrees and back, to determine 
seams or laps. As a further safe- 
guard at the time this inspection 
is being carried on, several pieces 
throughout the melt are cut about 
four inches long, immersed in a 
50 per cent solution of hydrochloric 


acid for ten minutes, at approxi- 
mately 170 degrees Fahr., for de- 
termining the general surface con- 
dition. Frequently pieces are saw- 
ed from these tests and forged cold 
in order to predict the results of 
processing in consumer’s plant. 
+ + + 

FTER the final inspection there 

is available a complete history 
of the steel involved. This in- 
cludes comprehensive data rela- 
tive to the manufacture and rolling 
processes, along with the numer- 
ous routine tests previously out- 


lined. 
+ + + 


bos conclusion it may be stated 
that along with advanced steel 
making, metallurgical control plus 
Ways and means of testing, play an 
important part in the steel indus- 
try. Close cooperation between 
the consumer and manufacturer 
as to the articles to be upset and 
the method of upset, enables the 
inspection department to _ better 
carry on its duties and deliver a 
satisfactory product. 

















Photomicrographs of Carbon Steel Wire for Cold Heading 
Fig. 1—0.33 Per Cent Carbon from Normalized Rod. 
Fig. 2—0.35 Per Cent Carbon from Pot Annealed Rod. 
Fig. 3—0.35 Per Cent Carbon from Hot-Rolled Rod Finished Above Upper Critical 


and Slowly Cooled. 


Fig. 4—0.36 Per Cent Carbon from Hot-Rolled Rod Finished Below Upper Critical. 


Figs. 5 and 6—0.16 Per Cent Carbon Screw Stock. 


Sulphur Segregation. 


Fig. 7—0.12 Per Cent Carbon from Hot-Rolled Rod Finished Above Upper Critical 


and Slowly Cooled. 


Fig. 8—Same as Fig. 7 But Finished Below Upper Critical. 
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Seams for Fourdrinier Wires 


Part | 


By Kurt Jahn, Sallfeld, Thro. Germany 





O obtain an endless belt, the 

two ends of a woven wire cloth 

for fourdrinier paper making ma- 

chines have to be joined by means 

of a seam. This connection of the 

two ends of the wire is done in two 
operations: 

First: At each end of the wire 
cloth a side-seam has to be made 
reinforcing the sieve-ends and 
preventing the last weft wires 
going out of the cloth by any 
strain. 

Second: The ends thus prepar- 
ed have to be joined. In the fol- 
lowing this connection is designat- 
ed as join. 


++ + 

MBRACING only the last weft 
wire of each sieve-end, this 
join is very flexible. Therefore, 
such a seam is called “Joint-seam’”’ 
or “articulation-seam”’. Photo 1 
illustrates an articulation-seam at 
plain cloth, photo 2 the same joint- 


seam at triple-warp cloth. 
of od . 


OWEVER, if the closing wire 

of the join rests upon the 
penultimate weft wire, the seam 
can no more move. Then it is a 
so-called rigid seam. Photo 3 illu- 
strates such a rigid seam at plain 
cloth, photo 4 at triple-warp cloth. 





A description of the methods in use 
in Germany for obtaining an endless 
wire belt for fourdrinier paper making 
machines. The article particularly 
describes methods of producing var- 


ious kinds of seams for joining the 


belt. 





T the seam shown: in photo 4 

there do not exist side-seams 
by stitching forming wires. How- 
ever, the last weft wires are 
fastened with the warp wires by 
melting, soldering or welding, and 
they are thus prevented from get- 
ting loose from the cloth. 

+++ 

HE seam of fourdrinier wires 

has to be resistant enough as 
otherwise the life of the fourdinier 
wires on the paper machine would 
be unfavorably influenced. It 
furthermore has to give a good 
drainage of the paper pulp. The 
seam is also not allowed to project 
over the total surface of the belt 
in order to avoid every unneces- 
sary marking of the paper. The 
flexibility ought not to be too tight 
or too loose, and the seam must be 
adapted to the paper quality for 
which the fourdrinier wire shall be 
used. 


he as 








AC the articulation-seams or 
joint-seams, the last weft wire 
has to be fastened very solidly by 
means of the stitching forming 
wires of ‘the side-seams_ since 
otherwise it would be drawn out 
of the cloth by the stress-strain of 
the join. To obtain this solidity, 
the side-seam is arranged by a 
thick wire very closely threaded. 
In this seam the closing wire of the 
join is short and less subjected to 
wear. Therefore, it can be also 
thinner. 
+ + 

T the rigid seams, however, 

you get a sufficient reinforce- 
ment of the sieve-end by fastening 
the last weft wire easily, but so 
that the penultimate weft wire 
cannot move whatever would be 
the strain of the join acting upon 
it. Therefore, here the stitching 
forming wires of the side-seams 
are of smaller size and they are 
arranged in wider distance. But 
the closing wire of the join em- 
bracing four weft wires (two of 
each side) is longer and more sub- 
jected to wear. 

+ + + 

HIS second kind of seam giv- 

ing a better draining than the 
foregoing one is often preferred. 


[3 
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But if fine fourdrinier wire is in 
question, in most cases only a trial 
on the paper machine will show the 
most advantageous seam for a 
certain purpose. 


+++ 
HE solidity of every seam lies 
in the fact that the stitching 
forming wires of the side-seams 
and the closing wires of the join 
have to be protected from wear by 
concealing them as far as possible 
between the crimps of the warp 
wires. They ought to form only 
the least possible additional thick- 
ness if they are not additional 
wires reinforcing the proper side- 
seams or protecting the join. 


++ + 

HE side-seams can be made in 

different manners whether, as 
mentioned in the foregoing, by 
wires arranged by hand through 
the mesh openings, or by melting, 
soldering or welding the ends of 
the warp wires with the last weft 
wire, or by embracing the weft 
wire with a part of the warp wires 
which are then sewed up or spliced 
into the cloth. The latter kind of 
seam is chiefly used for coarse 


cabled (twisted) fourdrinier wires. 
++ + 


Protection of the Seam 
O increase the solidity of the 
side-seams you can reinforce 
them by arranging a second wire. 
The join, too, can be made with 
one or two wires. 


_ A SPECIAL protection of 
the seam is illustrated in 

photo 5. For draining the paper 
pulp on the fourdrinier paper mak- 





: Dae we 


SCORN 





Stare 


14 





ing machine, the endless wire cloth 
belt has to run over a number of 
rollers and specially over the cover 
of the suction boxes. This wears 
heavily the seam which then must 
be renewed meaning a reduction in 
the length of the fourdrinier wire. 
However, the endless belt is not 
allowed to be shortened but it 
always must keep the same length. 
Therefore, it gets useless when the 
seam is destroyed, as then it is 
wasted and must be thrown away. 


++ + 

OR protecting the seam, often a 
wire is arranged before the 
seam by guiding it over the whole 
width of the fourdrinier cloth in 
zigzag or serpentine lines. But this 


-gives an unfavourable effect on the 


other side because the wire sewed 
up on both sides marks the paper 
formed upon it. 


++ + . 
O get a perfect protection of the 
seam avoiding the non-desired 
marking of the paper, small ramp- 
like elevations of metal or the like 
are arranged mechanically or by 
soldering on the underside of the 
warp wires, shortly before the 
seam. These ramps can be of any 
form, whether arched or flatly 
mounting and steeply descending. 
You can also use ramps of bent 
wire instead of full metal ramps. 


+ + + 

HE ramplike elevations can 
also be obtained by corres- 
ponding crimps of the warp wires. 
In this case the deepenings on the 
upper side formed by these special 
crimps have to be filled up with 
any mass in order to prevent the 
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paper pulp getting into these deep- 
enings and to form then corre- 
sponding elevations. The number of 
elevations can be chosen at will. 


+ + + 
HOTO 5 shows in figure 1 an 
underside-view of a fourdrini- 
er wire with the elevations solder- 
ed on the warp wires. Figure 5 
shows in a schematic drawing the 
second example. Figures 2, 3 and 
4 are illustrating the run of the 
fourdrinier we over a roller. 


VER roller ae a ” the fourdinier 
wire cloth ay passes. The 
seam is designated with ‘“‘c’’. In the 
direction of the <hei e wire’s 
run, shortly before the seam “c” or 
even overbridging the seam “c’’, 
elevations “d” are soldered on some 
warp wires at the underside of the 
fourdrinier wire ‘‘b”. At the second 
form (figure 5) these elevations 
are formed by corresponding 
crimps e of the warp wires and 
filled up with a mass “f”. 
++ + 
HESE elevations are effecting a 
lifting of the fourdrinier wire 
cloth over the rollers when the 
seam passes them so that the seam 
cannot be damaged by the rollers. 
The life and resistance of the 
fourdrinier wire cloth is thus es- 
sentially increased. 
++ + 
O find out a seam covering all 
requirements of practical use 
(long life, good draining of the 
paper pulp, no marking of the 
paper etc.,) as perfectly as pos- 
sible; the most important fourdri- 
nier cloth makers have developed 
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special seams. In the following 
some of these special seams are 
briefly described. The photos are 
clearly illustrating the typical con- 
struction of these seams and their 
advantages. All seams marked 
with a cross (+) are patented. 


+++ 
Special Seam; See Photo 64 


HIS seam contains on both 

sieve-ends reinforcing wires 
interlaced respectively spliced into 
the cloth in the direction of the 
fourdrinier wire’s run. These in- 
terlaced reinforcing wires can be 
formed by lengthenings of the 
warp wire ends whether bent back 
and spliced into the same sieve- 
part or interlaced into the other 
cloth part. 


+++ 


oe wires with 
similar seams often suffer 
under the disadvantage that they 
get loose in or near the seam. 
Careful examinations have proved 
that this defect is caused by the 
fact that the reinforcing wires 
hitherto were interlaced in such a 
way that they were running in 
greater lengths on the inner side 
of the fourdrinier cloth, i.e. on that 
side which is directed to the drain- 
ing devices (suction boxes and 
rollers) of the paper machine. The 
result is that the reinforcing wires 
projecting somewhat at the men- 
tioned spots are worn out by the 
friction chiefly on the _ suction 
boxes quicker than the wires of the 
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fourdrinier cloth themselves, thus 
causing a premature breaking of 
the cloth at the seam. 


++ + 


HE special seam according to 

photo 6 avoids this inconveni- 
ence, by arranging the seam in 
such a way that the interlaced re- 
inforcing wires are lying with the 
greatest part of their length on the 
outside of the endless belt. Only 
at single points closely embracing 
the weft wires, these reinforcing 
wires are running on the inner 
side which is directed against the 
suction boxes and against the roll- 
ers. Such a fourdrinier wire is 
essentially more durable since the 
interlaced projecting reinforcing 
wires do not touch the above men- 
tioned parts of the paper machine 
and are not subjected to heavy 
wear. By arranging the reinforc- 
ing wires on the outside of the 
fourdrinier cloth, there may pos- 
sibly arise a greater marking of 
the cloth seam in the paper. But 
for cellulose, mechanical wood 
pulp, coarse papers, boards and the 
like, this is not to be considered as 
a disadvantage, since at the manu- 
facture of such papers the life of 
the fourdrinier wire is primordial. 

++ + 


HE best way is to arrange the 
reinforcing wires so that they 

go on the inner side of the cloth 
only over one cross weft wire. It 
has also to be considered that the 
interlaced wires do not run over 
those points where warp and weft 


wires are crossing one another in 
order to avoid unevenesses which 
otherwise could arise. At the seam 
according to photo 6 the cloth can 
be practically perfectly flat and 
plain on the inner side. 


+++ 


ete 6, figure 1 shows a part 
of the seam on a cloth seen 
from above. Figure 2 is a side- 
view of the same seam. In the 
drawings, number 1 indicates the 
warp wires and number 2 the weft 
wires. The projecting ends of the 
warp wires are bent back at the 
seam and embrace the last weft 
wire 22 respectively 23. They are 
spliced between the wires of the 
cloth in such a manner that at no 
point more than two wires are 
lying one over the other. The last 
weft wires of both sieve-ends are 
fastened and held together by 
means of a closing wire 3 wound 
around them. This closing wire 3, 
therefore, is effecting the join. 


+ + + 
Special Seam; See Photo 7 


T the seams formed by inter- 

lacing or splicing the project- 
ing warp wire ends of both sieve 
parts into the ends of the adjoin- 
ing sieve parts, there is generally 
the drawback that the fourdrinier 
cloth becomes too close and dense 
at the seam, thus unfavourably in- 
fluencing the draining and flexi- 
bility of the seam. At the seam 
according to photo 7 the projecting 
warp wire ends of both sieve-parts 





15 





are alternately partly cut up and 
partly spliced into the meshes of 
the opposed sieve part. This 
splicing must be done in such a 


way that the warp wires are 
wound in loops one or several 
times round. several crossing- 


points of weft and warp wires, and 
that they are running slopingly 
backward over the weft wires lying 
below. Hereby, the seam remains 
plain and elastic, since in the whole 
width of the cloth, from one end to 
the other, each warp wire spliced 
into the other sieve part is opposed 
by a warp wire cut up closely be- 
hind the last weft wire. The 
draining of the seam thus is only 
little prejudiced. 


+ + + 


HOTO 7 illustrates such a seam. 
Figure 1 is a view from above 
on aseam. Figure 2 shows differ- 
ent sections through the various 
fastening points, and is a better 
illustration as only the crossed 
weft wires are shown at the em- 
bracing points. 
+ + + 


UMBERS 1-18 indicate the 

warp wires of both sieve 
parts. They are interspersed by 
weft wires, whilst at the right 
the warp wires 2, 4, 6, 8, 10, 12, 
14, 16, 18 of the left sieve part are 
cut up shortly behind their last 
weft wires, whilst at the right 
sieve part these are the warp wires 
1, 3, 5, 7, 9, 11, 18, 15, 17 which 
are cut up immediately behind 
their last weft wire. The warp 
wires 1, 3, 5 of the left sieve part 
are spliced into the right sieve part 
in such a manner that they are 
wound slopingly backward around 
two such crossing points, at which 
the warp wire crosses below the 
weft wire. Between the two loops, 
the spliced wire runs under those 
crossing points at which the weft 
wire lies below. At the right sieve 
part it is proceeded in the same 
way with the warp wires 2 and 4. 
Sections A-A and B-B of figure 2 
are illustrating position and ends 
of the warp wires 4 of the right 
side and 5 of the left one. 


++ + 


HE warp wires 7, 9, 11 of the 
left sieve part and 6, 8, 10 of 


the right one embrace each three 
crossing points of the opposed 
sieve part in the same way as the 
previously mentioned warp wires. 
Sections C-C and D-D of figure 2 
illustrate the course of the warp 
wires 10 of the right side and 11 
of the left one. 
++ + 
HE warp wires 13, 15, 17 of 
the left sieve part and 12, 14, 
16, 18 of the right one embrace 
each four crossing points of the 
opposed sieve parts, ever in a loop 
directed slopingly backward. The 
course of the warp wires 16 and 
17 is illustrated in sections E-E 
and F-F of figure 2. 
+ + + 
Y this kind of seam the rein- 
forcing wires joining the two 


cloth ends are drawn faster and, 


faster at spanning the cloth, so 
that any pulling out or drawing up 
of the seam is impossible. The 
special leading of the wires secures 
furthermore a perfectly plain sur- 
face and a good drainage. At the 
same time the join remains com- 
pletely flexible and renders impos- 
sible a breaking off of the seam. 


++ + 
Special Seam; See Photo 8 + 


HIS special seam is easy to 
make, allows ‘to arrange the 
seam at any place of the fourdrin- 
ier wire and renders _ possible, 
therefore, also to change the cloth 
length without any difficulty. This 
purpose is obtained by simply 
taking out of the cloth the last 
weft wires. The ends of the pro- 
jecting warp wires are joined by 
striking them together from above 
and below and by soldering or 
welding them together in pairs. So, 
loops or eyes are formed, each one 
by two warp wires, and the seam 
for the endless belt is made by 
means of these loops or eyes. 
++ + 


HOTO 8 illustrates various 
seams made with the help of 

the so formed loops. In the three 
drawings, number 1 indicates the 
last weft wires and number 2 the 
warp wires, which are joined to 
loops 3 in the above described 
manner. According to figure 1, a 





closing wire 4 is wound around the 
last weft wire of both cloth ends 
whereat by the embracing loops 
the seam has got a higher tensile 
strength. According to figure 2, 
the seam is made by shaving a 
closing wire 5 through all loops of 
both cloth ends. According to 
figure 3, the loops of the two sieve 
parts are joined by a spiral closing 
wire 6 which can be arranged 
whether as single-thread or multi- 
thread spiral. 
+ + + 


HE loop formed by the ends of 
two warp wires can be made 
in any length. A somewhat great- 
er length of the loops gives the 
advantage that these loops are 
running slopingly from above to 
below, whilst at the general solder- 
ing or welding of the last weft 
wires to the warp wires a vertical 
mesh opening results. This special 
seam has the great advantage not 
to mark the paper and to lie some- 
what deepened since it runs 
through the loops in the midst of 

the cloth, imagined as section. 

++ + 
Special Seam; See Photo 9 + 


O reinforce the two sieve ends 
before joining them, all warp 
wires are united at this seam in 
pairs by intertwining, intertwist- 
ing or binding them together be- 
hind the last weft wire of the cloth 
end. The joining of the warp wires 
one to another is secured by means 
of soft or hard soldering. There- 
by, the last weft wire is securely 
kept in its position giving a high 
tensile strength to the seam. 
++ + 
T various other seams the iast 
weft wire of each cloth end is 
fastened by soldering it to the ends 
of the warp wires. This causes 
the disadvantage that the weft 
wires lose an essential part of 
their resistance by annealing, 
which enters at the soldering pro- 
cess. This diminution of the wire 
strength caused by the soldering 
heat is rather high, since solder- 
ings with high melting point have 
to be chosen, because these solder- 
ings have to transfer the tensile 
strain. However, at the special 


(Please turn to page 25) 
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Manufacture of Non-Ferrous 
Seamless Tubes by Piercing 
and Extrusion Methods 


N modern manufacture of seam- 
less tubes it is essential to em- 
ploy both the rotary piercer and 
the extrusion press, the first-nam- 
ed for production of tubes of large 
and the latter for tubes of small- 
er diameters. By means of the ro- 
tary machine, equipped with the 
necessary power and adjustments, 
shells capable of being cold-drawn 
to 20 in. are being regularly pro- 
duced, and there is no reason why 
24 in. diameter or more should not 
be attained. As stated previously, 
this is accomplished by first pierc- 
ing the solid billet and supple- 
menting this process by a series 
of expanding and re-expanding 
passes through the same mill 
until the necessary diameter and 
wall thickness are attained. 
Applied to ordinary commercial 
and running sizes of from 7 in. 
down to 2 in., the desired dia- 
meters are produced from the 
solid billet in one operation, 
direct from the solid round 
billet, to the weight of which there 
is practically no reasonable limit. 
The standard length of the casting 
varies from 4 ft. to 6 ft., but diam- 
eters of 9 in. and 12 in. of 7 ft. in 
length are at times necessary to 
produce large sizes by the supple- 
mentary expanding. Reference to 
the Fig. 1, will indicate the every- 
day products of a modern rotary 
mill, the sizes of which are given 
in the accompanying table. 
> ee 
HE vertical hydraulic extrusion 
press is particularly well 
adapted for the production of 
shells for finishing, with a mini- 
mum of cold-drawn treatment, into 
small-diameter tubes, although the 
author is aware that diameters up 
to 7 in., with comparatively thin 


*Published by permission of ‘‘Metallurgia’’. The 


British Journal of Metals. 


By Gilbert Evans 


The practical phases of rotary 
piercing and of extrusion meth- 
ods for tube manufacture in 
Great Britain are reviewed. For 
the modern tube works it is 
claimed that the rotary piercer 
and the extruding press are 
essential.” 


walls, are also being regularly 
manufactured. Intensive attention 
to the smallest details is necessary 
to avoid eccentricity in thickness, 
which is clearly the greatest bug- 
bear to the practical tube manu- 


facturer. 
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Fig. 1. A range of products which represents the normal ranged 
practice of a modern rotary mill. 
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The Serck Extrusion Patents 


HIS press, manufactured in 

Great Britain under Serck’s 
patents by Messrs. Fielding and 
Platt, Ltd., Gloucester, is of sim- 
ple design, and reliable for the 
uniformity of its products, and 
may be erected in keeping with its 
environment either on floor level 
with vault below, or on a raised 
platform, so that the’ resultant 
shell is delivered on to the work- 
ing floor of the department. A curv- 
ed channel from the delivery end 
of the plant receives the shell, 
and while still in a pot state the 
product is straightened by suit- 
able methods, entirely free from 
kinks or waves, a state which is 
essential to the subsequent 
finishing treatment by the cold- 
drawing process. The furnace 
for heating of billets by gas, 
electricity, or oil fuel is ar- 
in suitable proximity 
* to the press, and, in the case 
































Table. 
Dimensions of Sample. Original 
Billet Remarks. 
No. oy Zh: Wall. Size. 
In. In. In. 
1 8 3/4 1/2 6 Expanded 
2 81/4 11/32 5 Expanded 
3 5 15/16 »/8 4 Expanded 
4 5 19/32 13/32 31/2 Expanded 
5 47/32 1/32 4 Pierced Only 
6 415/32 14/32, 4 Pierced Only 
ri 43/16 L/oe 3 3/4 Pierced Only 
8 41/32 9/32 34/2 Pierced Only 
9 37/16 3/16 3 Pierced Only 
10 bel Wee 9/32 3 Pierced Only 
11 3 19/32 3/8 21/2 Pierced Only 
12 33/8 1/32 2472 Pierced Only 
13 23/8 13/64 2 Pierced Only 
14 1 25/32 5/32 11/2 Pierced Only 
Non Ferrous Seamless Tube 1. + e o +o = es s + 
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of the raised platform, the solid 
billets are delivered to the charg- 
ing door by means of an auto- 
matic conveyor. The extrusion 
press under consideration may be 
operated direct from pumps or 
from accumulator pressure, and 
consists chiefly of the main pres- 
sure cylinder and ram, sliding con- 
tainer casing and container, with 
valve-box under the direct control 
of the operator; an assistant at- 
tends to the reheating furnace, 
conveying the material, inserting 
it into container and adjusting the 
guide bush and piercing and ex- 
truding mandrel. 
++ + 
HE chief operator changes both 
the die and mandrel after 
each process, which period allows 
ideal cooling of these important 
details, and he also positions the 
cutting-off tool and removes the 
thin disc of scrap from the con- 
tainer by means of a hook. The 
diagrammatic sketch at Fig. 2, 
although not drawn to scale, il- 
lustrates the “principle” of the 
Serck process. While the diagram 
is self-explanatory, a brief descrip- 
tion is given for reference. 
+++ 
T the start of the shift’s work, 
the container is slightly 
heated, and the inside surface, af- 
ter being thoroughly cleansed, is 
prepared with a dressing ‘suitable 
for the non-ferrous material. When 
the billet whose surface has been 
turned attains the required temp- 
erature it is withdrawn from the 
furnace hearth and inserted in the 
container. The guide bush is plac- 
ed in position on the top of the con- 
tainer and billet, and the piercing- 
extruding mandrel placed in the 
guide-bush. As will be observed 
by the diagrammatic sketch at A, 
the last-named tool is self-center- 
ing in the ram attachment, and is 
floating and not fixed as in some 
presses. The combination of the 
floating mandrel and guide-bush 
is, from personal experience in 
similar plant in use in the steel 
tube trade, a great factor in pro- 
ducing concentric shells. Immed- 
iately the tools mentioned are in 
position the leading hand admits 
the pressure from pumps or ac- 
cumulator to the main ram, which 
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Fig. 2. Three Stages of Serck’s Patent Tube Extruding Process. 


forces the mandrel through the 
billet. On completion of this pierc- 
ing stroke the mandrel enters the 
extrusion die and continuance of 
the pressure forces the pierced bil- 
let over the mandrel and through 
the orifice of the die, the difference 
in the tools’ respective diameters 
governing the thickness of the re- 
sultant shell. 

+++ 


N this patent process the whole 
of the container and casing pro- 
gresses through the actual extrud- 
ing until the guide-bush almost 
contacts with the bottom extrud- 
ing die. Hence the term sliding 
container. For the extraction of 
the mandrel a novel gadget in the 
form of two hooked brackets en- 
gages the top collar of ‘the guide- 
bush as at B, and the upward 
stroke of the main ram—which is 
governed by two small hydraulic 
cylinders contained in the body of 
the main ram—extracts the man- 
drel from the shell. Meanwhile, the 
container and casing is held down 
at its finishing position by an out- 
side catch. A second guide-bush 
and cutting punch is put in posi- 
tion, and pressure applied to the 
main ram effectually severs the 
long shell, leaving a small disc of 
discard or scrap, which is removed 
by the operator, who also changes 
the die. The release of the catch 
and application of compressed air 
returns the container to its origin- 
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al position ready for the next op- 
eration. The output of the plant 
under review is governed by the 
billet-heating capacity of the fur- 
nace and power supply, and a shell 
20 ft. to 40 ft. long is extruded in 
about 30 secs. from the time the 
solid billet leaves the furnace fore- 
plate. 
+ + + 

a the length of the container it 

is necessary to allow for elon- 
gation of the billet while under 
the piercing operation. These 
presses are made of 1,000 and 500 
tons ultimate pressure, and are of 
steel throughout, the working sur- 
face of the main ram being sheath- 
ed by a gun-metal case. Adapta- 
tions are made for working pres- 
sures up to 3,000 lb. per sq. in., 
and complete plants are working 
successfully in Great Britain and 
on the Continent. Successful trials 
have been carried out in manufac- 
ture of seamless tubes of stainless 
steel under working conditions, but 
at a much higher temperature, 
similar to those governing extru- 
sion of non-ferrous metals. 

++ + 
The Fried. Krupp Vertical Hydraulic 
Extrusion Press 

| N recent times many British and 

Continental manufacturers of 
non-ferrous tubes have installed 
verticle hydraulic extrusion and 
successfully worked the Fried. 
Krupp press and brief reference is 
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necessary to some of the principles 
included in its design. The main 
cylinder is embodied in the press 
frame, which is of cast steel, this 
method ensuring the necessary 
rigid connection and eliminating 
the possibility of any part becom- 
ing loose, as is sometimes the case 
where columns and bolts and nuts 
are employed. The press ram is 
packed with hydraulic packing, 
which is easily accessible for re- 


Position T 
Insertion of ingot or billet. 
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the lowest section of frame, and in 
its top or uppermost position it 
leaves space between its lower face 
and the die for introduction of an 
electric-driven pendulum saw, 
which severs the extruded tube 
from the residue or pad of scrap 
left at 'the base of the container. 
Extrusion plants, similar in prin- 
ciple, are provided with a fixed 
container,* and in this case the 
severing of the residual pad, left 


Position IT. 
Diereing and extrusion of billet. 
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Lifting container with residual billet 





press, the residual metal left in 
the entainer is pushed out clear 
by full extrusion pressure. A de- 
cided feature is the circular cut- 
ting-off saw previously mentioned. 
This tool is of the pendulum type, 
and swings ‘to a working position 
in a horizontal direction. 
Reference to the diagrams in 
Figs. 4 and 5 will indicate that 
these hydraulic plants, as applied 
to tube extrusion, are of two types 


Position IV. 
Container in highest position. 
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placement or tightening from the 
outside. The return motion is ef- 
fected by means of two retractor 
pistons arranged laterally on the 
press cylinder, the pistons being 
connected with the press ram by 
a traverse guided on slide surfaces, 
which may be adjusted by suitable 
wedges. 
+++ 
N air vessel for prefilling with 
low pressure is located be- 
side the main press, and is used to 
quicken the idle advance move- 
ment of the main ram, accumula- 
tor pressure being used only tow- 
ards the end of stroke. 


+ + + 


HE container into which the 

billet to be extruded is con- 
veyed is inserted between the 
press ram and the lower part of 
the press frame, and vertical mo- 
tion is imparted to it by two pis- 
tons, also arranged laterally on 
the press frame. When in its low- 
est position the container tightens 
against the die-holder located on 


in container at completion of the 
tube-extruding operation, is done 
by the introduction of a punch to 
which the power is applied. After 
severance the pad of scrap is drawn 
up out of the container on the re- 
turn upward stroke of this appro- 
priately shaped tool. 


+ + + 
The Movable Container Type 


of Press 


HE extruding die is mounted 

. on a movable holder, which 
slides in a direction transverse to 
the direction of pressing, and can 
be brought by hand, when neces- 
sary, into a position for change of 
this important tool, which is re- 
moved from its holder by means 
of a small hydraulic ram. When the 
die-holder is thus placed away 
from the working centre of the 








*Note.—The author, owing to the amount of 
space available, has considered it necessary to 
confine his review to the movable container type 
of press as being sufficient or comparison with 
the method discussed in the fore part of this 
article. 


—viz., Fig. 4 showing the opera- 
tions with a movable mandrel, and 
Fig. 5 the operations with a fixed 
mandrel. In each case the pro- 
gress of the operation is outlined. 


++ + 
Extrusion of Tubes by Use of 
Movable Mandrel 


Position 1.—The ram with the 
mandrel is at its highest position. 
The container stands below on the 
die mandrel, so that between the 
mandrel and container the heated 
billet can be inserted in the latter. 
The pressing disc, as shown in bot- 
tom sketch, is then placed in posi- 
tion on top of the billet. 

Position 2.—The ram and man- 
drel are moved by means of low 
pressure until the mandrel contacts 
with hot billet. 

+++ 


T this point the accumulator 
pressure comes into opera- 

tion at first pierce, and on com- 
pletion of this stage to complete 
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the extruding of a tube between 
the die and over the mandrel, the 
thickness of the shell being gov- 
erned by the difference between 
the die and mandrel diameters di- 
vided by two—e. g., die, 134 in. 
diameter; mandrel, 114 in. diam- 
eter; difference between these two 
diameters, 14 in. Resultant tube 
1 in. well thickness. 

Position 3.—The ram and man- 
drel are drawn up to their highest 
position. The container is lifted 
only far enough to allow the saw 
to come into action between the 
container and the mandrel, so that 


Position V. 
Insertion of ingot or billet. 








Piercing and extrusion of billet. 
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Insertion os press dise alter charging 
billet. 


it can sever the useful length of 
the shell from the pad or residual 
piece of the heated and pierced bil- 
let. The shell then glides down 
through the die and passes along 
the discharge channel, after which 
the saw is turned outwards to its 
original position. 

Position 4.—The container is 
carried to its highest position, 
thereby bringing the pressing disc 
and residual piece of billet against 
the extended sleeve attached to 
the main ram which ejects them 
into the trough as shown. After 
the container is again lowered to 
its bottom position the plant is 
ready for the next operation. 

++ + 
Extrusion of Tubes Used by Use 


of Fixed Mandrel 


Position 5.—The ram and man- 





Lowest position of ram and mandrel 
when extruding. 


drel are at their highest position, 
and the container stands below on 
the die mandrel, so that between 
the mandrel and the container the 
heated billet can be inserted into 
ithe latter. The pressure disc, as 
shown in bottom sketch, is then 
placed in position on top of the 
billet. Note position of piercing 
and extruding mandrel. 

Position 6.—The ram and man- 
drel are lowered jointly by means 
of low pressure until contacting 
with the heated billet, when the 
accumulator pressure is applied 
with similar effect as set out in 


Position VI. 


HJ. 














Oj LLLLLLL LALLA 











Position VII. 
Lifting container with residual billet 











Extruding Methods when using a Fixed Mandrel. 


Position 2, Positions 7 and 8. See 
descriptions at Positions 4 and 5. 
+ > + 
N conclusion, it may be mention- 

that the extruding presses un- 
der review are of 600 tons capac- 
ity, and may be fixed either on the 
mill floor level, with suitable cham- 
ber built underneath or, alterna- 
tively, be erected on a raised plat- 
form, so that the extruded shell is 
delivered on to the ordinary work- 
ing floor level. Other hydraulic 
presses for operating on metals 
and alloys of high tensile strengths 
are supplied, of ultimate pressures 
up to 2,000 tons. 

+ + + 
AVING reviewed within the 


amount of space at one’s dis- 


posal the practical phases of rotary 
piercing and of extrusion of non- 
ferrous metals for the manufac- 





Tlighest position of ram and mandrel- 
Cutting off residue, ise. 


ture of tubes, one touches diffident- 
ly and briefly on the purely techni- 
cal phases of the methods. Re- 
search by competent authorities 
reveals the fact that varying temp- 
eratures are essential to various 
alloys, inasmuch as a difference of 
10° in the heating of the same ma- 
terial nearly doubles the velocity 
of extrusion through the same 
aperture. It is also recognised 
that different alloys are necessar- 
sarily subjected to different veloci- 
ties of extrusion, and this is a case 
in point where agreement between 
the technical and practical staffs 


Position VIII. 
Container in highest position. 
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probably leads ‘to dependable and 
uniform results so necessary when 
viewed from the commercial as- 
pect. The tabulated results of Jam- 
mann in this connection, although 
primarily applied to solids and sec- 
tions, are worthy of study, as they 
are made over a wide field of ma- 
terial. It must be borne in mind, 
however, that the art of extrud- 
ing as understood to-day is, com- 
paratively, still in its infancy, the 
most marked developments having 
occurred since the end of the last 
century—viz., from non-ferrous 
rods to sections and tubes, and so 
on to steel of various qualities. 
The process has its limits in deal- 
ing with large diameters and 
weights, and one of the chief fac- 
tors on which success depends is 


(Please turn to page 25) 





20 


WIRE 





5 
| 
i 
' 
| 


Exports and Imports of Wire 





Exports of iron and steel wire products in Oct., 1933 and Oct., 1932 
(In gross tons) 











Insulated iron or steel wire and cable-—see 


PR MS as 2 eae wie b ka. pick orae WS We we ela eta 
Hoops, bands and strip steel .............. 
Plain black or galvanized iron or steel wire 
Barbed wire and woven wire fencing ...... 
Woven Wire BEreen ClOUN 0. ossics ceeds vas 
WAT PI ida os Soa oa oko 0a A A LR ca 


Oct. Sept. Oct. 

1933 1932 1932 
See 2,645 428 1,123 
Naiaeeae 1,424 1,729 1,161 
Bose cava: ee eae 2,947 571 
aw eine 2,661 3,283 1,500 
Saree aia 74 70 53 
a tek 84: 258 135 198 


Other wire and manufactures ..............0eeeeeee 357 229 109 
NE MTR oie a Karan, c dip /oi gatera Talo eikta 6 Gre Wale Ge OME eee ee 832 1,050 365 
a riraed tis cis teas 45a 7 KORRES Ree ae Rser hem a oes 25 47 20 
Other nails, including staples ........0.5.cc0sccceees 270 301 124 
Bolts, machine screws, nuts, rivets and washers .... 560 327 199 

Total, ‘thane 11 ClassiNCations. ....:.0i66 snes seees 12,526 10,546 5,423 





Imports of iron and steel wire and wire products into the United States 
(In gross tons) 








Concrete reinforcement bars .......+..++.. 
Hollow bars and drill steel ............-065 
Merchant steel bars ......ccsccccnseccvens 
CE WOE. Laces ct Wadeea sbxkssuaeneae pa dees 
PRAT OOTES WAIN ass nis 4 aa 3 Deela'e oidie da Bape dives iels 
Round iron and steel wire ............0006 
Telephone and telegraph wire ..........-. 
Fiat wire and strip steel ¢ c....s ces v ee ccs 
Wire TORe ANG BIYANG 6iviccesicecs eww se cee 
WEE: a6 i. ccc n ence che ease ee hae euppeie 
NEEIIA GA MN CIATAGIS 6 bg c-okc sindiv.ceed odie ahs s ces 
Dalia, tacks ANG StAPIES. 6.0660 ccc edie csnas 
REN, SU GG. TIVOIS * os5.005 60s 6 CNRS ade 


pisses & 85 147 1,669 
dares oes 71 108 34 
$eeaa ses 2,178 2,559 2,114 
Seated 1,735 693 403 
Wi lenkgeree 311 434 949 
eseaceeies 261 171 150 
Kb,o eid 08% 210 143 77 
ree 103 144 175 
Bsierwiecee: 5 77 108 109 
av ale sTaxe;e 2,351 2,461 2,904 
Saae ans 696 712 877 
pre wines 41 3 Al 
a piplecnates 8,119 1,683 9,502 


Total, these 13 classifications .......... 








Exports of Insulated Wire and Cable 


OCTOBER, 1933 














Lbs. Value 

Insulated iron or steel wire and cable ............ceeceeeeeeee 1,424 $ 368 
PERATURE: EE: «asco 00 Sasiehs eae ean 89 wee ats Gis ees oa Kaw «Slat 271,926 57,737 
Insulated copper weatherproof Wire ..........eceee cece ee eeeee 150,416 23,863 
Wire and cable telephone Cable: 5.62 cccciccsscccsccescwcssevs 10,352 1,437 
Oot: Wnattlnted “COMPE! “WEES. (6 ico do ek oie Sess ede ee wees ee¥'S ee a 266,446 46,440 
Wiiewelet rem  TUSCEEEG oso ssn clas vice awe ceases cess idctenesc: OOOO 52,887 
intel Disa. Go CLASSIC RUIONS: 6 c.k.05s 6 8-6-9 6 Oa eA N Ss eS ooweS 759,969 $182,732 











XPORTS in October exceeded 
those of September by 55,956 
tons. Thirty-seven classes of 
material showed increased ship- 
ments to contribute to this gain 
and to offset the 24 decreases 
which marked the month’s trade. 
The principal gain was that 
registered in exports of scrap 
(40,640 tons, but in addition there 
were gains of moment in tin plate 
(7,958 tons) and in wire rods 
(2,217 tons). A daily average of 
5,315 tons was maintained 
throughout October as compared 
wiht 3,626 tons in September and 
with 3,883 tons in August. 
+ + + 
HE 1,008,507 tons exported 
thus far in 1933 exceeds the 
total export trade in iron and steel 
products of either the 1932 or 1931 


calendar years, but there is little 
liklihood but that when the whole 
year is added up 1933 will fall 
short of 1930 by more than a half 
million tons—the total for that 
year having been just short of the 
two million ton mark. 
++ + 

HE distribution of iron and 

steel exports in October was 
in direct contrast to the year’s 
trend with the exception of the 
trade with the immediately adjac- 
ent countries of north and Central 
America and the West Indies. For 
example, principally on_ the 
strength of heavy scrap shipments 
to Italy, 26.1 per cent of the 
October export trade was with 
Europe as against an average 
trade of 16.2 per cent of the total 
for the elapsed ten months; North 


and Central America and the 
West Indies took 16.6 per cent of 
the October trade against 16.1 per 
cent of the ten months total; South 
America received 21.5 per cent 
against 10.6 per cent (largely be- 
cause of sales of sheets, tubes, and 
rails made to Argentina and 
Brazil); Asia and Oceania took 
only 35.7 per cent against 56 per 
cent despite Japan’s extensive 
scrap purchases; while Africa got 
only 0.1 per cent in contrast with 
0/6 per cent for the year to date. 


+++ 
ESPITE the poor comparative 
showing of Asia and Oceania 
in the foregoing comparison Japan 
remained the United States’ larg- 
est market in October by taking a 
total of 42,934 tons of iron and 
steel goods including 34,969 tons 
of scrap, 4,673 tons of tin plate, 
and 2,400 tons of wire rods. Again 
because of extensive purchases of 
scrap—383,961 tons out of a total of 
34,539 tons—Italy rose to the 
place of the second largest market 
for American iron and steel in 
October. Canada was third. Her 
total of 18,896 tons including a 
wide variety of items as well as 
6,159 tons of scrap and 1,093 tons 
of steel bars. Argentina and 
Brazil were the fourth and fifth 
markets of the month respective- 
ly. 
+ + + 
HE import trade in iron and 
steel products receded from 
its record position of September to 
total only 46,673 gross tons— 
¢,033 tons less than in September. 
Most of the changes were in small 
amount—the two outstanding de- 
creases being those in ferro-man- 
ganese (2,978 tons) and in scrap 
(6,528 tons). The only increase 
of moment being that of 1,042 tons 
in wire rods. 


+++ 

LTHOUGH her shipments to 

the United States were reduc- 
ed by almost a half in October, 
Canada continued to reign as the 
principal supplier of iron and steel 
products, her total of 12,850 tons 
including 7,365 tons of scrap and 
4,458 tons of ferromanganese. All 
of the British Indian total of 9,458 
tons was pig iron as was 9,294 
tons out of the Netherlands total 


(Please turn to page 26) 
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‘Round the World With the Wire Industry 





Conditions in the German Steel 
Wire Industry 


HE activity in the German iron 

and steel wire industry has 
been on an upward trend thus far 
during 1933, although isolated 
setbacks of a somewhat inconse- 
quential nature have taken place 
from time to time. The gains 
recorded have been entirely in re- 
sponse to an increased domestic 
demand, exports having decreased 
slightly during the first eight 
months of 1933 as compared to the 
same period of 1932. The future 
outlook for domestic business ap- 
pears good, but due to increased 
competition from other countries, 
notably Japan in the Far East and 
the United States in Latin Amer- 
ica, the export trade is discourag- 
ing and in as much as the German 
wire industry was built to take 
care of a large foreign demand, in 
addition to the domestic business, 
it is thought that until some read- 
justment is made, the industry 
will continue to experience difficul- 
ties. 


+ + + 


HE sharp reduction in prices 

for wire products, as already 
reported, has stimulated the mar- 
ket to a certain extent, particularly 
in the Near East and Africa, al- 
though orders from South America 
are still missing. 

Barbed wire orders are particu- 
larly noticeable because of the 
changed price schedule. 

The demand for wire mesh for 
export is much greater for special 
wire cloth such as monel metal, 
stainless steel and aluminum 
alloys; the latter especially is in 
demand. Prices for these prod- 
ucts are relatively satisfactory 
and it is worth noting that the 
countries which are still on the 
gold standard in all markets of the 
world are the keen buyers, South 
Africa, West Australia and Latin 
America being among the largest 
customers. 


Stocks of wire products in Ger- 
many are very low at the present 
time and the trade has not yet 
started to buy. 

Now that the industry is fully 
combined and figures of total pro- 
duction are available for the first 
time, we realize that the quantity 
of wire nails in stock is sufficient 
to meet the market requirements 
only for the next five or six weeks; 
stocks of galvanized wire on hand 
are only sufficient to meet an or- 
dinary demand of three weeks; 


-barbed wire, two weeks, and other 


common wire products on hand can 
only meet a normal requirement 
of from three to four weeks. Mill 
stocks were never so low as at 
present. 


+++ 


Polish and German Agreement 


ITH the agreement between 

the Polish and German steel 
industry now finally signed, it is 
very probable that the Polish wire 
industry will enter the TWECO. 
Until recently the Polish industry 
was a very difficult competitor for 
Germany on tthe wire nail market. 
narticularly in North and Eastern 
Europe. The negotiations for this 
new combination are progressing 
well. 


++ + 


Russian Needs in Wire Machinery 


HE German wire industry re- 

ports of the Russian Govern- 
ment is in need of great quantities 
of wire and wire nail machinery 
but that German machinery manu- 
facturers were disinclined to ac- 
cept the conditions of payment rul- 
ing last year. The condition of the 
Russian wire nail industry is rather 
unsatisfactory, most of the ma- 
chkinery is worn out and according 
to the official reports the waste in 
normal production of nails is more 
than one-third of the amount pro- 
duced and in all other wire prod- 
ucts between 25% and 28%. This 


condition is chiefly due to the poor 
condition of wire nail machinery in 
Russia generally. 

Before the German industry will 
accept any considerable quantity 
of Russian business there will 
necessarily have to be consider- 
ably better terms of payment 
arranged for. The Russians are 
asking for from 24 to 28 months 
credit and this, of course, the Ger- 
mans are unwilling to grant. 


+++ 


Japanese Sued for Patent 
Infringement 


A number of German wire mach- 

inery makers have filed a law 
suit in Japan against the Japanese 
wire machinery builders, claiming 
that the Japanese have copied 
German wire machinery for which 
patents have been obtained in 
Japan by the Germans. The law 
suit is supported by the German- 
Japanese Chamber of Commerce. 


++ + 


Use of Raw Materials to Govern 
German Purchases 


HE German Post Office which 

controls the purchase of com- 
munication wires in Germany, has 
agreed that in future it will only 
buy wires of copper and other non- 
ferrous metals which are manu- 
factured from German raw ma- 
terials, as sufficient copper is now 
produced in Germany to cover the 
demand of the German Post Office. 
This regulation is being followed 
by other German Government de- 
partments who have issued similar 
rulings. 


+ + + 


Big Lithuanian Cable Contract for 
Britain 
G. W. Moore, chairman of the 


Automatic Electric Co., Ltd., an- 
nounces that his company, acting 
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for itself and a group of leading 
British cable manufacturers, had 
concluded a contract with the Min- 
ister of Communications of Lithu- 
ania for the conversion of the 
present manual telephone system 
in Kaunas, the capital of Lithu- 
ania, and Klaipeda, the principal 
port of the country, to the Strow- 
ger system. The contract is for 
the installation of 8,000 lines in 
Kaunas and 3,000 lines in Klaipeda, 
and the modernization of the 
cable network in these two cities. 
The work of installation is to be 
completed by September 1, 1936. 

All the cables supplied will be 
manufactured in the United King- 
dem. 

++ + 


Obsolete Wire Gauge Refuses to Die 


HE term “Birmingham Wire 

Gauge” is one which the metal 
world has for years tried to shed, 
but never completely succeeded in 
doing. Strictly speaking, there is 
no such gauge, and many people 
in the metal trades were consid- 
erably surprised to see it given 
fresh currency in British Addi- 
tional Import Duties Order No. 20, 
published recently. Attention has 
been called to the longevity of this 
erroneous term by the London 
“Tronmonger,” which urges all re- 
sponsible parties to drop it once 
and for all. 


+ + + 


N the Order referred to there 

occurs the passage “bandsaw 
strip ... from nineteen to twelve 
gauge (Birmingham wire gauge) 
in thickness.” The use of a stand- 
ard long abandoned is unfortunate 
and its appearance in an official 
publication may lead to confusion. 
Well-nigh fifty years have passed 
since the Imperial Standard Wire 
Gauge (the “S. W. G.’’) was spon- 
sored by the British Government 
and officially introduced in order to 
put an end to the troubles con- 
tinually arising through the em- 
ployment of so many varying 


gauges each affirmed to be the 
authentic “Birmingham Wire 


Gauge.” The hoop and sheet mills 
then complained that they could 
not roll to the Standard Wire 
Gauge, and were accordingly pla- 
cated by the introduction of the 
Birmingham Gauge for Hoops 
and Sheets, which was revised by 
the London Chamber of Commerce 
as far back as 1914. 


+ + + 


HE Stubs Gauge for wire, al- 

ternatively known as the War- 
rington Wire Gauge, retains a kind 
of unofficial status in the British 
wire trade, but the Imperial Stand- 
ard Wire Gauge is the official 
standard. Nevertheless, many 
overseas merchants seem resolved 
to let the Birmingham Wire Gauge 
pass away in peace; its death is 
long overdue and will not be la- 
mented by the trade. 


+ + + 


Compulsory Cartel in the German 
Wire Working Industry 


HE German Ministry of Econ- 

omy, on the basis of authority 
granted by recent enacted German 
legislation concerning the forma- 
tion of compulsory cartels, has or- 
dered that certain manufacturers 
of wire, wire nails, and spring wire 
made from ingot rolled iron asso- 
ciate themselves with the already 
existing syndicates for the sale of 
these articles. The Government’s 
decree provides that all manufac- 
turers who on Nov. 24, 1932, were 
members of the Wire Syndicate of 
Sept. 30, 1930, but who had with- 
drawn from this syndicate must 
renew their membership, while all 
other producers—those not mem- 
bers of the Wire Syndicate as of 
Nov. 24, 1932,—must associate 
themselves with the Vereiningung 
der freien Drahtwerke und Draht- 
stiftefabrikanten e. v., Luden- 
scheid, (Association of Independ- 
ent Wire Working Concerns and 
Wire Nail Manufacturers). 


be ministry of Economy re- 
serves the right of regulating 
and directing the two above men- 
tioned syndicates and has the right 
to veto their decision and can also 
prevent the establishment of new 
concerns for the manufacture of 
wire products, the Ministry’s de- 
cisions to be enforced by court 
action. The new organization is 
to run until Sept. 30, 1934, unless 
other decisions be made in the 
meantime. The two syndicates 
have just published their revised 
price lists which show decreases 
of about RM 0.75 per 100 kilo- 
grams, but the new stipulations 
provide for surcharges to be placed 
on small purchases and give the 
factories considerable latitude in 
refusing to accept orders for small 
quantities. 


+ + + 


Steel Activities in the Birmingham, 
England, District Improves 


ONTINUED improvements in 

the Industrial situation of the 
English West Midlands district 
has been shown by a further de- 
cline in the extent of local unem- 
ployment during October.  In- 
creased absorption of labor has 
been spread over a wide range of 
industries, and there has been a 
freer movement of goods for stock 
replacement and for immediate 
use, while Autumn and Winter de- 
mands have been fairly satisfac- 
tory and exports have been well 
sustained. There has been a 
greatly improved home demand for 
locally manufactured iron and 
steel during the past few weeks, 
largely on account of increased 
activity in the basic consuming in- 
dustries the hardening of prices, 
and the cumulative effect of the 
tariffs. In some instances, notably 
in respect to strips, bars, billets 
and sheets, productive capacity for 
immediate requirements has been 
exceeded and the output at one im- 
portant steel plant is said to have 
increased 30 percent over that of 
a year ago. 
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A Review OF Recent Wire PATENTS 





No. 1,933,660, WRAPPED BUNDLE 
OF COILED WIRE, Patented Novem- 
ber 7, 1933, by Clayton E. Dale, Craw- 
fordsville, Ind., assignor to Mid-States 
Steel & Wire Co., Crawfordsville, Ind., a 
corporation of Indiana. 


The wrapping for this coiled wire 
bundle is composed of paper and so 


wrapped that it may be easily removed 
and as a unit and special provision is 
made so that the wire may be drawn 
off at the proper end. 
+++ 

No. 1,933,661, WRAPPING BUNDLE 
OR COIL OF WIRE AND LIKE 
ARTICLES, Patented November 7, 1933, 
by Clayton E. Dale, Crawfordsville, 
Ind., assingor to Mid-States Steel & 
Wire Co., Crawfordsville, Ind., a cor- 
poration of Indiana. 


A rip wire is provided, formed inde- 


pendently of the bundle of coiled wire, 
the rip, wire ‘being anchored to the 
bundle to prevent slipping during rip- 
ping of the paper wrapper. 
+ + + 

No. 1,933,737, HELICAL CROSS 
METHOD OF MAKING SCREWS AND 
BOLTS, Patented November 7, 1933, by 


Charles Kaufman, Cleveland, Ohio, as- 
signor to Pittsburgh Screw and Bolt 


Corporation, Pittsburgh, Pa., a corpora- 
tion of Pennsylvania. 

This method is particularly adapted 
to the reduction of liability of fracture 
in the grain line forming the head of the 
screws and bolts and is described as an 
improvement upon the inventor’s prior 
U. S. Patent 1,617,122. 


+++ 
No. 1, 933,914, HELICAL CROSS 
TIE, Patented November 7, 1933, by 


Hugh Leal, Windsor, Ontario, Canada, 
assignor to L. A. Young Spring & Wire 
Corporation, Detroit, Michigan. 

This wire cross tie is particularly 
adapted for use in wire spring struc- 
tures. The ends of the cross tie provide 
circular hooks with inwardly offset 
shank portions, the bills of the hooks 
lying in spaced overlapping relation to 
the inwardly offset shank portions and 
lying within the diameter of the ad- 
jacent coils which coils constitute guards 
therefor. 

+ + + 

No. 1,934,122, APPARATUS FOR 
TWISTING WIRE, Patented Movember 
7, 1933, by Charles K. Hill. Cleveland, 
Ohio. 

The apparatus is particularly adapt- 
ed for nail making machines for produc- 
ing drive screws of twisted wire. The 
drive is positive instead of frictional 
and the wire is continuovsly twisted in 
long lengths. 


+++ 
No. 1,934,153, SPRING ASSEMBLY 
FOR UPHOLSTERY AND MAT- 


TRESSES, Patented November 7, 1933, 
by Louis A. Suekoff, Wilmette, I1., as- 
signor to Nachman Spring-Filled Cor- 
poration, Chicago, Illinois, a corporation 
of Illinois. 

This spring assembly is of untied 
springs, the loose ends being utilized as 
supports to the padwalls. 


Complete Descriptions and Drawings 
of Patents May Be Had for 25 cents. 
Address, Wire & Wire Products, 17 East 
42nd St., New York. 





1,934,466, COMBINED WIRE 
DRAWING AND FABRICATING MA- 
CHINE, Patented November 7, 1933, by 
Henry J. Hogue, Lakewood, Ohio, as- 
signor of one-third to Charles L. Was- 
mer and one-third to John C. Wasmer, 
both of Lakewood, Ohio. 

The machine is particularly adapted 
for screw and bolt making from hot- 
roll stock instead of from cold-drawn 
stock. 


No. 


+ + + 
No. 1,934,568, SCREW HOLDING 
DEVICE, Patented November 7, 1933, 
by Per Leonard Stenman, Stockholm, 
Sweden, assignor to Aktiebolaget 
Traskruv, Stockholm, Sweden, a corpora- 
tion. 
The device is operated through mag- 
netic force, the wire blanks being held 


in the correct position relative to the 
operating jaws of the device. 
++ + 
No. 1,934,648, WIRE CLOTH AND 
METHOD OF PRODUCING THE 


SAME, Patented November 7, 1933, by 
Harold Robert Rafton, Andover, Mass., 
assignor to Rafton Engineering Corpor- 
ation, a corporation of Massachusetts. 


This wire screen is_ particularly 
adapted for sifting purposes where 
very fine openings are required. The 


sereen is constructed by taking ordin- 
ary wire cloth and coating the wires 
with metal thus reducing the size of 
the openings. This coating is preferably 
done by electro-deposition. 

- >} 

No. 1,935,048, CONTINUOUS WIRE 
MILL, Patented November 14, 1933, by 
Josef Gassen, Dusseldorf, Germany, as- 
signor to Schloemann Aktiengeselischaft, 
Dusseldorf, Germany, a corporation of 
Germany. 

The construction includes a number 
of successively disposed groups of pri- 
mary and intermediate housings design- 
ed to deliver more than two pre-rolled 
bars, as well as more than two groups 
of finishing housings disposed parallel 
with each other, each of these last named 
groups being arranged to receive from 
the first but one bar for final rolling. 
The arrangement is such that speed of 
the wire as it leaves the finishing roll 
is not increased but rather decreased 
and is maintained within such limits as 
to insure a practical control of each 
single speed. 

+++ 

No. 1,935,092, APPARATUS FOR 
COILING MATERIAL, Patented No- 
vember 14, 1933, by Lorenz Iversen, 
Pittsburgh, Robert E. Noble, Crafton 
and Gustaf L. Fisk, Pittsburgh, Pa., as- 
signors to Mesta Machine Company, 
Pittsburgh, Pa., a corporation of Penn- 
sylvania. 

This apparatus is designed particular- 
ly to coil springs of metal into helic 
formation, the tightness and looseness 


of the coils being controlled by the ap- 
paratus. The construction includes a 
mandrel carrying a driven bending roller 
with a swinging guide carrying a driven 
bending roller, the guide adapted to 
swing outwardly as the diameter of the 
coil increases. 
~ + + 

No. 1,935,822, LEAD COVERED 
CABLE, Patented November 14, 1933, 
by Archie R. Kemp, Westwood, N. J., 
assignor to Beli Telephone Laboratories, 
incorporated, New York, N. Y., a cor- 
poration of New York. 

This cable is particularly adapted for 
underground use and is provided with 
a jacket to protect the lead cover, the 
jacket being composed of braided as- 
bestos covered wire impregnated with a 
stearin pitch fire-and-water-proofing. 

++ + 

No. 1,935,323, UNDERGROUND 
CABLE, Patented November 14, 1933, 
by Archie R. Kemp, Westwood, and 
John H. Ingmanson, Glen Ridge, N. J., 
assignors to Bell Telephone Laborator- 
ies, Incorporated, New York, New 
York, a corporation of New York. 

This underground cable is provided 
with a jacket which is made up substan- 
tially of ten to forty per cent vegetable 
pitch, ten to fifteen per cent blown as- 
phalt, thirty per cent to forty-five per 
cent ground vulcanized rubber, about 
ten per cent of ground silica and ten 
per cent to thirty per cent of material 
selected from the group, gilsonite and 
asbestos fibers. 

+ + + 

No. 1,935,726, VARIABLE WIRE 
TENSIONING DEVICE, Patented No- 
vember 21, 1933, by William D. Pierson, 
Waterbury, Conn., assignor to The 
Waterbury Farrel Foundry & Machine 
Company, Waterbury, Conn., a corpora- 
tion of Connecticut 

This device is intended to be position- 
ed between the last die in a wire draw- 
ing machine and a wire spooler. Ad- 
justment of the wire tension is obtained 
by varying the amount of contact of 
the wire around the final drawing roll. 

+ + + 

No. 1,935,821, WIRE DRAWING 
DIE, Patented November 21, 1933, by 
Morris Simons, New York, N. Y. 

The die is provided with annular nib 
of tungsten carbide, but the passage 
through the center is not finished to the 
exact diameter required for the size of 
wire to be drawn, the wall of the passage 
being left rough. It is claimed this 
construction resists outward disruptive 


forces. 
++ + 

No. 1,935,995, APPARATUS FOR 
CLEANING AND COATING WIRE 
FABRIC, Patented November 21, 1933, 
by George A. Roemer, Kokomo, Indiana, 
assignor to Continental Steel Corpora- 
tion, Kokomo, Ind., a corporation of 
Indiana. 

This apparatus is adapted for con- 
tinuously cleaning and zinc coating wire 
fabrics. 


SEE KOT =p cn ee 
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Manufacture of Non-Ferrous 
Seamless Tubes 
(Continued from page 20) 


to what extent material under 
treatment for the production of 
tubes may be punished, or, in oth- 
er words, the ratio of the pierced 
to the extruded shell. 
++ + 
HE author reiterates his opin- 
ion that in a modern factory, 
both the rotary piercer and the ex- 
truding press are essential, the 
former, when suitable material is 
provided, being necessary for large 
diameters, and the latter with its 
wider range in alloys for the small- 
er diameters. The rotary mill, with 
its great flexibility capable of deal- 
ing with sizes from 20 in. down to 
2 in., has in some cases been dup- 
licated with a reduction of periph- 
eral speeds and decrease in power 
consumption when applied to bil- 
lets of the smaller diameter. 
There is little economy in applying 
a mill with a capacity of 20 in. to 
billets of 4 in. and under. The out- 
standing costly factor in tubes of 
cold-drawn finish is the cold-draw- 
ing process, with its attendant 
pickling and annealing between 
each pass, but there are signs that 
in the near future the whole com- 
bined process will be reduced to a 
minimum, in fact to require just 
sufficient drawing to enable the 
material to comply with the me- 
chanical or physical tests of stand- 
ard specifications. 
+ + + 
Seams For Fourdrinier Wires 
(Continued from page 16) 


seam according to photo 9 the weft 
wire is not concerned by the solder- 
ing or welding of the intertwisted 
or bound warp wire ends. The 
soldered joints of the warp wires 
have to transfer no tensile strains, 
but they have only the task to re- 
sist to an untwisting or untwining 
of the wires. Therefore, at this 
special seam, the solidity and 
strength of the seam is by no 
means prejudiced by the described 


ease turn to page 2? 
(Pl t to page 27) 
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FLYING SHEAR 
by LEWIS 








FOR ROD MILLS, BAR MILLS 
AND STRIP MILLS 


Either Steam, Air or Electrically Driven. 
We will be glad to send you complete 
data on this thoroughly modern and 
efficient shear. 


LEWIS MAKES A COMPLETE LINE OF 
ROLLING MILL MACHINERY INCLUDING: 


Mill drives up to and including 6,000 HP. Shape Straightener Machines 
up to and including 24 inch I beam. Motor operated Screw-Down for Mill. 
High Speed Gear Sets for Continuous Rod Mills. Continuous Bar and 
Billet Mills. Cold Mills for Sheet and Strip. Rail Breakers. Rail Re- 
Rolling Mills. Universal Mill Spindles. Chilled Iron and Iron Alloy Rolls 
for Iron, Steel, Brass, Copper, Aluminum, Zinc and Nickel. For hot Sheets, 
tin plate and strip—for cold sheets, tin plate and strip. For merchant 
bars and rods, Shears—Vertical Alligator—Cropping—Plate and Squar- 
ing. Special Machinery —Testing Machines and Iron and Steel Castings. 


P. O. BOX 1591, PITTSBURGH, PA. 


LEWIS FOUNDRY & MACHINE Co. 
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Exports and Imports 
(Continued from page 21) 
of 9,361 tons. Belgium, the fourth 
supplier, offered the most diversifi- 
ed contribution in her total of 
6,910 tons including 2,848 tons of 
structural shapes, 1,492 tons of 
merchant bars, and 1,354 tons of 
hoops and bands. Of the Swedish 
. , , 1 el total of 2,459 tons 1,370 tons was 
¢ Pix. wire rods. 





++ + 
ARD clothing receipts more 
than doubled, reaching 38,744 
square feet valued at $52,518. Of 
this quantity 30,999 square feet 
($37,735) came from the United 
Kingdom, 4,448 square feet 
($6,535) from Germany, 3,226 
square feet ($7,893) from France, 
and the balance from Switzerland. 

++ + 
IRE cloth and screening im- 
ports were also greater in 
October—the 36,777 square feet 
imported (50 per cent more than 
in September) including 23,153 
square feet from Canada, 7,485 
square feet from France, and 6,- 

139 square feet from Germany. 

++ + 
HE trade in fourdrinier and 
other paper making wire 


Robertson Equipment registered a smart gain—totalling 


68,162 square feet and received 


























es . 
Predominates in Northern Electric from Austria (51,618 square feet), 
Sweden (10,182 square feet) 
9 ’ ’ 
Company Ss Montreal Plant France (4,050 square feet), and 
Above is a partial view of the Lead from Germany (2,312 square 
Press Room at the Northern Electric feet). 2 
Company’s Montreal Plant. The illu- Robertson Products 
: > + 
stration shows two 2500 ton Robert- Include: : ‘ 
son Cable Encasing Presses. Each ; HE trade in wire fencing and 
press is supplied by a 20,000 lb. capa- Lead Encasing Presses ai ania a 7 a 
city Robertson Lead Melting Pot, for Cable and Rubber netting was smaller in Oct 
equipped with Motor Driven Lead De- Hose,—Extrusion Press- ober. Of that galvanized before 
livery Pumps. “ , ‘gd oe weaving 2,442,125 square feet 
; Seieat t 4] ane etals, — Lea rip- ; ; 3 : 
It is a significant fact that Robertson Seok, Mietting utnnees were received—this quantity in- 
Presses and allied Extrusion Equip- Pe , a 
ment are practically “STANDARD” Pots, ae pei of cluding shipments of 1,856,050 
with the Northern Electric Company ~ Paani all a < square feet from the Netherlands, 
(and many other Cable and Hose Gage d eu ia ; 
eT oe mnaatic Accumulator and 482,325 square feet from Germany, 
Remember—there’s three quarters of mee mydran- 96,250 square feet including 2,516,- 
4 ‘i rere! Be ‘i Experience —_ behind 000 square feet had from Germany, 
ne eee 1,357,500 square feet which arrived 
Nete: If you would like to be placed on our mailing from Belgium and 901.474 square 
list to receive regular issues of our little House Organ feet "edited to the Netherland 
entitled ROBERTSON REMINDERS,—just send us your eet accreaited to the Netherlands, 


name and address. 

















“4 ohir Pioneers~ Since 1858 WHY DON’T YOU JOIN THE 
WIRE ASSOCIATION: 
ROBERTS ON ADDRESS THE SECRETARY 
Co.INc ne Richard E. Brown, 17 East 42nd St., 
125-137 Water Street Brooklyn, N. Y. wy New York, N. Y. 
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Seams For Fourdrinier Wires 
(Continued from page 25) 


manner of holding the last weft 
wires by the embracing warp 
wires. So, such seams satisfy the 
heavy strain to which they are 
subjected during their run on the 
paper machine. 
++ + 
HOTO 9 shows a front view of 
two cloth ends joined by 
means of this special seam. Num- 
bers 1-5 indicate that weft wires; 
the warp wires are designated by 
numbers 6 and 7. The ends of each 
warp wire pair 6, 7 are joined by 
intertwisting and soldering them 
together before the last weft wire 
1 which they, embrace. The join 
of the seam is formed by the last 
weft wires 1 and a closing wire 8 
wound round them. 
(Continued in February) 
+++ 


New Panning Machine And 
Talc Spreader 


MONG the recent develop- 
ments in wire mill machinery 
of interest to the insulated wire 
and cable industry, should be 
noted a panning machine and 
motor driven automatic talc 
spreader which has been developed 
by the American Insulating Ma- 
chinery Co., at Philadelphia, Pa. 
+ + + 
HE manufacturer states that 
this panning machine ac- 
complishes the following things: 
Maintenance of maximum capa- 
city of tubing machine. 
Uniformity of quality. 
Uniformity of rubber wall, both 
as to outside diameter and amount 
of rubber used. 
Automatic panning of wire, with 
consequent saving of wages. 
+ + + 
HIS panning machine is a 
compact, self contained unit 
of improved design requiring much 
less floor space and eliminating cost 
of mounting variable speed count- 
ershafts on floor or ceiling. It has 
a positive drive to the revolving 
table in place of a friction drive 
and is designed to permit removal 
of pans by a lift truck or trolley 
hoist. 
(Please turn to page 28) 
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SILVER BRIGHT GALVANIZED 





We furnish this highly finished galvanized wire to meet your requirements as 
to coating, tensiie strength, bend test, etc. Packed in coils or straightened 
and cut to length. Our organization will be glad to offer its long experience 
in wire problems toward the betterment of your product or a reduction in its 
cost. Call on us. 

+++ 


We make a complete line of nails in various sizes and types. Also the following kinds of wire: 


BRIGHT BASIC TINNED ROPE WIRE 
COPPER-BEARING COPPERED TELEPHONE WIRE 
ANNEALED “GALVANNEALED” SPRING WIRE 
LIQUOR FINISH WELDING RODS 


KEYSTONE STEEL & WIRE COMPANY 


3000 Industrial Street PEORIA, ILL. 








Learnabout PARALAN 


Paralan will give your finished wire and wire products 
protection from atmospheric corrosion in the mill and in 
shipping. Paralan-coated wire can be spot welded or 
soldered without cleaning. Also, Paralan leaves surfaces 
in good condition for all types of finishes—enameling, 
japanning, lacquering, plating, etc. 

Write for further information. We may be able to solve 
your difficulties. 


AMERICAN LANOLIN CORP. 


LAWRENCE, MASSACHUSETTS 











Order Your Copy Now! 
Wire Association Proceedings 
of Detroit Meeting 


Coupon on Page 31 








New 
Economic 
Pickling 


Best Inhibitor for Pickling 


The WM. M. PARKIN CO. 


Chemical Engineers 
60 Years in Steel 
PITTSBURGH, PA. 


EFFICIENT PICKLING 
REQUIRES “RODINE” 


RODINE, SAVES ACID AND METAL. 





Prevents over-pickling. | Minimizes acid 








brittleness and acid fumes. 
WHY DON’T YOU JOIN THE 


WIRE ASSOCIATION: Samples and Directions sent on request. 
ADDRESS THE SECRETARY AMERICAN CHEMICAL PAINT CO. 


Richard E. Brown, 17 East 42nd St., AMBLER, PA. 
New York, N. Y. Detroit Office & Warehouse 6339 Palmer Ave.; E. 
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[IMPROVED MODEL of the 


Aimco Panning Machine with Variable Speed Countershafts and 


Capstan self-contained on one bed-plate (Ball Bearings throughout) 
shown with the 


AIMCO Motor Driven Automatic Talc Spreader 


(Patents pending) 
For panning rubber covered wire 
before vulcanization. 
Send for descriptive circular. 





EST. 1855 AlMco INC.I9IS 


AiNsuusine 


MACHINE a 
fF ALMIComPany 


mase.uS. AF. OFF. U.S. PAT. OFF 


517 West Huntington St. 


Pénwsyuvania USA. 




















Patents—Trade Marks 


Before disclosing your inventions to anyone send for blank form “Evidence 
of Conception” and instructions “How to Establish Your Rights”. 





All cases submitted given personal attention by members 
of the firm. Information and booklet free. 





Lancaster, Allwine & Rommel 


PATENT LAW OFFICES 
Suite 438, 815-15th St., N.W. 


Washington, D. C. 








STEELSKIN 


REG. U. S. PAT. OFFICE 


For High or Low Carbon Wire 


WIRE DRAWING SOAPS 


Established 25 years. 


R. H. MILLER CO., Inc. 








Homer, N. Y. 








BISCO 


TUNGSTEN CARBIDE 


TANTALUM CARBIDE 
DIES FOR 


WIRE, ROD and TUBING 


BARE NIBS—SEMI-FINISHED—FINISHED 
ROUND AND SPECIAL SHAPES 


THE BISSETT STEEL COMPANY 


CLEVELAND 


PITTSBURGH BUFFALO CINCINNATI 
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New Type Panning Machine 
(Continued from page 27) 


HE machine will handle rubber 
covered wire of one inch and 
smaller outside diameter. Pans of 
60 inches outside diameter, 16 
inches minimum inside diameter, 
and 6 inches maximum depth can 
be accommodated by the machine. 
Larger cable and larger size pans 
can be taken care of by a special 
machine. 
+ + + 
HE tale spreader which is de- 
signed for use not only witk 
this particular machine but for 
use with all previous models of 
panning machines produced by iths 
company, automatically spreads 
talc in layers of the same depth 
uniformly distributed and at pre- 
cisely the time when needed. The 
thickness of the layer of tale is 
readily adjustable by hand-operat- 
ed shutters while the machine is 
in operation, the amount of talc 
deposited in the pan being deter- 
mined by the position of the main 
shutter-valve, the auxiliary high- 
speed shutter being kept closed. 
Should rate of production of wire 
necessitate the panning machine 
being operated at a speed at which 
centrifugal force tends to displace 
the talc in the pan, compensation 
is accomplished by opening the 
auxiliary (high-speed shutter) the 
necessary amount, and closing the 
main shutter an equal amount. 
+ + +” 
HE minimum amount of talc 
needed can be deposited, there- 
by leaving the maximum amount 
of space in the pan available for 
wire. 
+ + + 
HE tale spreader accommodates 
pans of the same dimensions 
as the panning machine. 
+ + + 
HE panning machine is design- 
ed to be used with the auto- 
matic tale spreader, but it can be 
used without it by applying each 
layer of tale manually at the proper 
time and in the proper amount. 
+ + + 
ULL information can be obtain- 
ed by writing for Bulletin 
79-D to the American Insulating 
Machinery Co., 517 W. Huntingdon 
Street, Philadelphia, Pa. 
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W. H. Spowers, Jr. 


Consulting Engineer 
4 551 Fifth Ave., N. Y. C 
Specializing in Galvanizing 
Plants Designed and 
Installed 


Practical Engineering 








STRIP ZINC 


EYELETS 
THE PLATT BROS. & CO. 


WATERBURY, Conn. 


WIRE DRAWING MACHINERY AND 
EQUIPMENT 

Rod Frames—16” Frames, 8” Frames 

—Take-Up Frames, Wire Pointers— 

Puller Tongs. 

General Castings for Wire Mill use. 


Circulars on Request. 














E. J. Scudder Foundry & Machine Co. 





Vanderbilt 3-7395 Advice 


Trenton, N. J 











Kenneth B. Lewis 


CONSULTING ENGINEER 


Wire Mill Equipment, Layout and 
Practice 


17 East 42nd St. 43 Midland St. 
New York City Worcester, Mass. 
Phone: Murray Hill 2-4188 

Phone 5-6033 








Broden Construction Co. 


Wire Mill and Cold 
Rolling Equipment 


10255 Harvard Ave. 
CLEVELAND, OHIO 


Large Closets... 








Roof Solarium.. 


WIRE MILL EQUIPMENT 


MORGAN CONSTRUCTION 
Co. 
WORCESTER, MASS. 


from 











Wire Mill Equipment, Stranding, 
Insulating, Drawing, Welding 
Thomson-Judd Wire 
Machinery Co. 
Subsidiary of 
Thomson-Gibb Electric Welding Co. 
Lynn, Massachusetts. 


volume 














Famous Wire Drawing Diamond Dies 
250 EAST 43rd ST., N. Y. CITY 
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Corp. 





JUST WEST of BWAY 


NEW YORK 
1000 ROOMS 


EACH WITH BATH AND SHOWER 


Circulating Ice Water... 
Full Length Mirrors 


OTHER UNUSUAL FEATURES 


SUN-RAY HEALTH LAMPS 
. Air-Cooled Restaurant 


ROOMS $950 SUITES $600 


IN THE HEART OF TIMES SQUARE 


Kelly Wire Die Corp. Moves to 
Larger Quarters 


UE to a considerably enlarged [|| 
of business | 
gives promise of continued expan- 
sion, the Kelly Wire Die Co. an- 
nounce that they have taken new 
and larger quarters at 256 W. 31st 
St., New York, N. Y. 
This company is engaged in the 
a [IANNEY manufacture of Tantalum, Tung- 
sten and Diamond wire, rod and 
tube drawing dies and is the East- 
ern agency for the Vascoloy-Ramet 








WIRE STRAIGHTENING 
AND 
CUTTING MACHINERY 


FOR ALL SIZES, SHAPES AND 
KINDS OF WIRE 


The F. B. Shuster Co. 


New Haven, Conn. 





Straightener Specialists Since 
1866 











Radio... 





JOHN ROYLE & SONS 





PATERSON, NEW JERSEY. 


MAKERS OF EXTRUDING MACHINES 
FOR COVERING ELECTRIC CONDUCTORS 
AND WELDING WIRE 
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COCHAUD 
WIRE DIE CORPORATION 
300 W. 56th ST., NEW YORK 
Tel. Col. 5-1340 
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ANNEALING FURNACES 


See Furnaces—Various Headings 


ANNEALING POTS AND BOXES 
Scudder, E. J., Fdry & Machine Co., 
Trenton, N. J. 
ARMORING EQUIPMENT 


Amer. Insulating Mach’y Cce., Phila., Pa. 
New England Butt Co., Providence, R. I. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Watson Machine Co., Paterson, N. J 


BAKERS 


Morgan Construction Co., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


CASTINGS—Wire Mill 
E. J. Scudder Foundry & Machine Co., Tren- 
ton, 


CHEMICALS—Cleaning 


American Chemical Paint Co., Ambler, Pa. 


CLEANING & PICKLING 
EQUIPMENT 


Broden Construction Co., Cleveland, O. 

Morgan Construction Co., Worcester, Mass. 

Vaughn Machinery Co., Cuyahoga Falls, O. 
COATING—Protective 


American Landolin Co., Lawrence, Mass. 


COILERS—Sheet and Wire 
H. J. Ruesch Machine Co., Newark, N. J. 


CRANES—Wire Mill 
Morgan Construction Co., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 
DIES—Diamond 
Balloffet Diamond Wire Dies Co., Inc., N. 
i ae os 


Cochaud Wire Die Co., New a 
Driver-Harris Co., Harrison, N. 
Vianney Wire Die Works, New Fock. 


DIES—Lead Extrusion 
John Robertson Co., Brooklyn, N. Y. 


DIES—Repairs & Re-Cutting 


Cochaud Wire Die Corp., New York, 
Driver-Harris Co., Harrison, N. 
Firth-Sterling Steel Co., Mc Keesport, Pa. 
Vianney Wire Die Wks. > ie. Be 


DIES—Rod and Tube Drawing 
Bissett Steel Co., Cleveland, O. 
Carboloy Co., Ine:, Newark, N. J. 
Firth-Sterling Steel Co., McKeesport, Pa. 
Kelly Wire Die Corp., New York, N. Y. 
Vianney Wire Die Works, New York, N. Y. 


DIES—Tantalum Carbide 
Bissett Steel Co., Cleveland, O. 
Kelly Wire Die Corp., New York, N. Y. 
Vianney Wire Die Works, New York, N. Y. 
DIES—Tungsten Carbide 
Bissett Steel Co., Cleveland, O. 
Carboloy Co. Inc., Newark, N. J. 
Driver-Harris Co., Harrison, N. J. 
Firth-Sterling Steel Co., McKeesport, Pa. 
Kelly Wire Die Corp., New York, N. Y. 
Vianney Wire Die Works, New York, N. Y. 
DRAW BENCHES 


H. J. Ruesch Machine Co., Newark, N. J. 

Scudder, E. J., Fdry. & Machine Co., Tren- 
ton, N. 

Vaughn Machinery Co., Cuyahoga Falls, O. 


ENGINEER—Consulting Wire Mill 
Jagielski, Otto, Yonkers, N. Y. 
Lewis, Kenneth B., New York, N. Y. 


EY ELETS—Zince 

Platt Bros. & Co., The, Waterbury, Conn. 
FURNACES—Annealing 

Electric Furnace Co., Salem, O. 
FURNACES—<Automatic 


Electric Furnace Co., Salem, O. 


FURNACES—Bright Annealing 


Electric Furnace Co., Salem, O. 
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FURN ACES—Electric 


Electric Furnace Co., Salem, O. 


FURNACES—Lead Melting 


Electric Furnace Co., Salem, O. 
John Robertson Co., Brooklyn, N. Y. 


FURNACES—Non-Oxidizing 


Electric Furnace Co., Salem, O. 


FURNACES—Wire 


Electric Furnace Co., Salem, O. 


GALVANIZING ENGINEER 


W. H. Spowers, Jr., New York, N. Y. 


INHIBITORS 


American Chemical Paint Co., Ambler, Pa. 
Grasseli Chemical Co., Cleveland, O. 
Wm. M. Parkin & Co., Pittsburgh, Pa. 


LATHES—Die Reaming 


Morgan Construction Co., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


LIME—Pulverized 


Amer. Lime & Stone Co., Bellefonte, Pa. 


LUBRICANTS—Wire Drawing 


Drakefield, B. F., & Co., New York, N. Y. 
R. H. Miller Co., Homer, nH. Y. 
Robertson, J. Ts, Inc., Syracuse, N. Y. 


MACHINERY—Armoring (Cable, 


Wire Hose) 


American Insulating Mach’y Co., Phila., Pa. 
New England Butt Co., Providence, R. I. 
John Robertson Co., Brooklyn, N. Y. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Thomson-Gibb Electric Welding Co., Lynn, 


ass. 


Watson Machine Co., Paterson, N. J. 


MACHINERY—Braiding 


New England Butt. Co., Providence, R. I. 
Watson Machine Co., Paterson, N. J 


MACHINERY—Brazing 


Thomson-Judd Wire Machinery Co., Lynn, 
ass. 


MACHINERY—Bunching 
Amer. Insulating Mach’y Co., Phila., Pa. 
New England Butt Co., Providence, R. I. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Bundling 


Sleeper & Hartley, Inc., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Cable, Electric 


American Insulating Machinery Co., Phila- 
delphia, Pa. 

New England Butt Co., Providence, R. I. 

Thomson-Gibb Electric Welding Co., Lynn, 
Mass. 

Watson Machine Company, Paterson, N. J. 


MACHINERY—Chain Making 
Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Closing 
New England Butt Co., Providence, R. I. 
Watson Machine Co., Paterson, N. J. 
MACHINERY—Coil Winding 


Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Coilers 
Broden Const. Co., Cleveland, O. 
H. J. Ruesch Machine Co., Newark, N. J. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Watson Machine Co., Paterson, N. J. 








ULLAL LLL LL LLLLLLLLLLLLLLLLLLLLLLLLLLLLLLLLLLALLLLLLLLLLLLLLLLLLLLLLL LLL LILLE 





CZ 





KLMLLLLLLLLLLLLLLLLLLLLLLLLLL LL LLL LLL LLLLLLLLLLLLLLLLLLLLLLLLL LLL LLL LLL LLL LLL LLL LLL LLL LLL LLL ALLL 


Order your copy now of the 


Hificial Stenographic Proceedings 


The Wire Association Annual 
Meeting and Exhibit 


HELD AT 


Detroit, Mich., Oct. 2-5, 1933 


The Wire Association, 
17 East 42nd Street, 
New York, N. Y. 


Please reserve 000... copies of the official proceedings of 
the Annual Meeting and Exhibit at Buffalo, N. Y., October 2-5, at 
$2.50 each, payable after delivery 





LZ 


















WLLL ddd ddd ddd ddd ddd hdd 





S LLL, 


31 














BUYERS’ GUIDE, Continued 

















MACHINERY—Copper Wire Draw- 
ing and Rolling 
H. J. Ruesch Machine Co., Newark, N. J. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Cutting 
Proden Construction Co., Cleveland, O. 
F. B. Shuster Co., New Haven, Conn. 
Sleeper & Hartley,. Worcester, Mass. 


MACHINERY—Enameling 


American Insulating Mach’y Co., Phila., Pa. 


MACHINERY—Extruding 
John Robertson Co., Brooklyn, N. Y. 
John Royle & Sons, Paterson, N. J. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Flat Wire 
Broden Construction Co., Cleveland, O. 
J. Ruesch Machine Co., Newark, N. J. 
Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINER Y—Forming 
Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Galvanizing Wire 
Broden Construction Co., Cleveland, O. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Gang Winders 
H. J. Ruesch Machine Co., Newark, N. J. 
Watson Machine Co., Paterson, N. J. 


MACHINER Y—Insulating 
American Insulating Machinery Co., Phila. 
New England Butt Co., Providence, R. I. 
John Royle & Sons, Paterson, N. J. 
Watson Machine Co., Paterson, N. J. 


MACHINERY 
Presses, ets. 
John Robertson Co., Brooklyn, N. Y. 
MACHINERY—Lead Stripping 
John Robertson Co., Brooklyn, N. Y. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Lock Washer 
Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Magnet Wire 
American Insulating Mach’y Co., Phila., Pa. 
Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Measuring Wire & 
Cable 
New England Butt Co., Providence, R. I. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Nail 
Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Panning 


American Insulating Machinery Co., Phila. 


MACHINER Y—Pointing 
Broden Construction Co., Cleveland, O. 
H. J. Ruesch Machine Co., Newark, N. J. 
E. J. Seudder Foundry & Machine Co., 
Trenton, FF 
Sleeper & Hartley, Inc., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Rod Mill 
Broden Construction Co., Cleveland, O. 
Morgan Const. Co., Worcester, Mass. 
H. J. Ruesch Machine Co., Newark, N. J. 





Lead Encasing 








Lewis F’dry & Machine Co., Pittsburgh, Pa. 


United Eng. & Foundry Co., Pittsburgh, Pa. 


M: ACHINERY—Rolling Mill 
sroden Construction Co., Cleveland, O. 
Lewis F’dry & Machine Co., Pittsburgh, Pa. 
Morgan Construction Co., Worcester, Mass. 
H. J. Ruesch Machine Co., Newark, N. J 


MACHINER Y—Rubber Strip 
Covering 
Farrel-Birmingham Co., Ansonia, Conn. 
New England Butt Co., Providence, R. I. 
John Royle & Sons, Paterson, N. J. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Rubber Tubing and 
Straining 
John Royle & Sons, Paterson, N. J. 
New England Butt Co., Providence, R. I. 
Sleeper & Hartley, Inc., Worcester, ‘aaa 
Watson Machine Co., Pate srson, N,. J. 


MACHINERY—Screw Wire 


Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Special 
American Insulating Mach’y Co., Phila. Pa. 
Broden Construction Co., Cleveland, O. 
H. J. Ruesch Machine Co., Newark, N. J. 
E. J. Seudder Foundry and Machine Co., 
Trenton, N. J. 

Sleeper & Hartley, Inc., Worcester, Mass. 
Watson Machine Co., Paterson, N. J. 


MACHINER Y—Spooling 
American Insulating Machinery Co., Phila. 
Vaughn Machinery Co., Cuyahoga Falls, O. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Spring Making 
Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINER Y—Staple 
Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Straightening 
Broden Construction Co., Cleveland, O. 
H. J. Ruesch Machine Co., Newark, N. J. 

F. B. Shuster, New Haven, Conn. 

Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Stranding 
New England Butt Co., Providence, R. I. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Thomson-Judd Wire Machinery Co., Lynn, 
Mass. 
Watson Machine Co., Paterson, N, J. 


MACHINERY ] 
Broden Const. Co., Cleveland, O. 
Lewis F’dry & Machine Co., Pittsburgh, Pa. 
H. J. Ruesch Machine Co., Newark, N. J. 


MACHINERY—Swaging 
H. J. Ruesch Machine Co.; Newark, N. J. 
Sleeper & Hartley, Worcester, Mass. 


M ACHINER Y—Taping 
Amer. Insulating Mach. Co., Phila., Pa. 
New England Butt Co., Providence, R. I. 
Thomson-Judd Wire Machinery Co., Lynn, 
Mass. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Tinsel Rolling Mills 


Amer. Insulating Mach’y Co., Phila., Pa. 


MACHINERY—Trolley Wire 


Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Tube Mill 
H. J. Ruesch Machine Co., Newark, N. J. 


MACHINERY—Welding Wire 
F, B. Shuster Co., New Haven, Conn. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


M ACHINER Y—Winding 
American Insulating Mach’y Co., Phila., Pa. 
New England Butt Co., Providence, R. I. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Wire Drawing 
American Insulating Machinery Co., Phila. 
Broden Const. Co., Cleveland, Ohio. 

Morgan Construction Co., Worcester, Mass. 
H. J. Ruesch Machine Co., Newark, N. J 
E. J. Seudder Foundry & Machine Co., 
Trenton, N. J. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Thcemson-Judd Wire Machinery Co., Lynn, 
ass. 


Vaughn Machinery Co., Cuyahoga Falls, O. 
MACHINERY—Wire Rope 


New England Butt Co., Providence, R. I. 

Thomson-Judd Wire Machinery Co., Lynn, 
Mass. 

Watson Machine Company, Paterson, N, J. 





PICKLING COMPOUNDS— 
American Chemical Paint Co., Ambler, Pa. 
Grasselli Chemical Co., Cleveland, O. 
Wm. M. Parkin & Co., Pittsburgh, Pa. 


MACHINERY—Wire Tinning 


American Insulating Mach’y Co., Phila., Pa. 


POTS—Lead Melting 
John Robertson Cv., Brooklyn, N. Y. 


PRESSES—Lead Encasing 
John Robertson Co., Brooklyn, N. Y. 


PRESSES—Lead Extrusion 

John Robertson Co., Brooklyn, N. Y. 
PULLERS—Wire 

E. J. Scudder Fdry. & Machine Co., Tren- 


ton, N. J. 

Sleeper & Hartley, Inc., Worcester, Mass. 
PUMPS—Hydraulic 

John Robertson Co., Brooklyn, N. Y. 
REELS AND SPOOLS—AIl Kinds 

Avoca Mfg. Co., Avoca, N. Y. 

R. B. Hayward Co., Chicago, Ill. 
REEL AND TENSION STAND— 


Sleeper & Hartley, Inc., Worcester, Mass. 


REEL CRUTCHES 

R. B. Hayward Co., Chicago, Ill. 

Watson Machine Co., Paterson, N. J. 
ROLLING MILLS—See Machinery— 

Relling Mill 
ROLLS— 

Lewis F’dry & Machine Co., Pittsburgh, Pa. 

United Eng. & Fdry. Co., Pittsburgh, Pa. 
RUST PROOF COMPOUND 

American Lanolin Co., Lawrence, Mass. 
SOAPS—Wire Drawing 

Drakenfeld & Co., B. F., New York, N. Y. 

R. H. Miller Co., Homer, N. 

Robertson Co., J. T., Inc., Syracuse, N.Y. 
STRIP—Zine 

Platt Bros. & Co., The, Waterbury, Conn, 
TANKS—Compound 

Watson Machine Co., Paterson, N. J. 
TRUCKS 

Morgan Construction Co., Worcester, Mass. 

Vaughn Machinery Co., Cuyahoga Falls, O. 
TUBE BENDERS AND FORMERS 

H. J. Ruesch Machine Co., Newark, N. J. 
VULCANIZERS 

John Royle & Sons, Paterson, N. J. 

Watson Machine Co., Paterson, N. J. 


VULCANIZING PANS 


American Insulating Mach’y Co., Phila., Pa. 


WIRE—Enameled For Coils 


Winsted Insulated Wire Co., Winsted, Conn. 


WIRE—Manufacturers 
Keystone Steel & Wire Co., Peoria, Il. 
WIRE—Nickel Silver and Phosphor 
Bronze 


Hudson Wire Co., Ossining, N. Y. 
Seymour Mfg. Co., Seymour, Conn. 








WIRE—Non Ferrous to ?<“_s 
Hudson Wire Co., Ossining, N. Y 
Seymour Mfg. Co., Seymour, Conn. 
Winsted Insulated Wire Co., Winsted, Conn. 


WIRE—Steel—Also Coppered Steel— 
Also Galvanized Steel 
Keystone Steel & Wire Co., Peoria, Ill. 


WIRE AND STRIP—Zinc 
Platt Bros. & Co., The, Waterbury, Conn. 





This is a carefully classified index of concerns who specialize in this industry and who advertise regularly in WIRE 
& WIRE PRODUCTS. Please mention WIRE when writing to these firms. 
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The Watson Machine Gompany 


ESTABLISHED 1845 


Paterson, New Jersey, U. S. A. 


Engineers . Founders " Machinists 








At aall.. : : i Gale ~— " 
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SET OF FIVE MACHINES 
BUNCHING FINE SOFT STEEL WIRES 


ILLUSTRATES: | a 
OR AREA REQU 
EMENT REQUI 

















A modern high capacity installation of five WATSON 
BUNCHERS V7 for fine wire bunching, for single 
operator is shown above. 


At 1” lay 42,000 feet of strand is produced hourly. 


Small floor area, and automatic electric stops enable 
single operator to take care of eight machines with ease. 


Send for latest bulletin and prices. 




















PO Ale ORT, Gri ab FR me 


Fully motor operated crane handling alloy steel for 
furnaces and quench in rest. 


Two more car type furnaces for normalizing and 
annealing alloy steel. 





T. positively duplicate established time-temperature 

cycles---and to provide the high degree of accuracy nec- 

essary in treating alloy steel are but two functions of the 

Rectangular pit type furnace annealing alloy numerous installations we have made in prominent alloy 
steel in tubes. 


steel plants throughout the country---a few are shown at 
left. 


The ability to design and build successful heating and 
material handling equipment, so arranged as to produce 
the desired results with the minimum of labor and expense, 
is the result of wide experience and the careful atten- 


tion given, to each customer's particular needs. 

oe i a = _ 
Annealing alloy wire in coils without scale or 
decarburization. types of furnaces for treating alloy steel 


Printed matter showing these and other 


and various other products gladly sent on 


request. 


Put your heat treating problems up to our 
EXPERIENCED engineers. We will de- 
sign and build equipment to fit your partic- 





ular requirements. 


THE ELECTRIC FURNACE CO. 


a y-V a wee] ites 
Electric and No Job Too Large 


Fuel Fired Furnaces. or Too Unusual. 


Spheroidize annealing alloy rods up to 27 ft. 


























